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® A novel curable poiyphenyiene ether resin composition is disclosed, which comprises (a) a curable 
poiyphenyiene ether resin having at least one group selected from the group consisting of an ally! group and a 
propargyl group and (b) at least one cyanurate. TTie resin composition has excellent storage stability, film- 
forming properties and melt moldabiiity. If desired, a fire retardant, optionally together with an antimony- 
^containing auxiliary fire retardant, and/or a reinforcement is Incorporated into the resin composition in order to 
^improve the fire retardance and mechanical properties of the resin composition, respectively. By curing the resin 
composition, a cured poiyphenyiene ether resin composition comprising a chloroform nonextractable poly- 
^phenyiene ether resin component and a chlorofonm e>ctractable, poiyphenyiene ether-containing component is 
CO obtained, which has excellent chemical resistance, electrical properties, dimensional stability and heat resis- 
^tance. A laminate or composite structure compnsing the cured poiyphenyiene ether resin composition and a 
C3 metallic foil and/or a metallic substrate provides advantageous mechanical and electronic components. 
CO 

o 



Xerox Copy Centre 

BNSDCXIID: -cEP 03e2312A2 I > 



EP 0 382 312 A2 



A CURABLE POLYPHENYLENE ETHER RESIN COWIPOSITIOM AND A CURED RESIN COMPOSITION 
^ OBTAINABLE THEREFROM 



Background Of The Invention 
Field Of The invention 



15 



20 



25 



30 



35 



40 



4S 



The present Invention relates to a curable polyphenylene ether resin composition, ^ 

curable polyphenylene ether resin composition. Further, it is conc^ed wjh a lam nate J^^'^JJ^fl'^P;'''^^^^ 
T^JLt foil and at least one cured resin composition layer disposed on at least one surface ot saia 
Lullfc lo^ anta cSosite structure comprising a metallio substrate and at least one cured res.n 

rro„t\.nri ihw dielectric dissipation factor), fire retardance. dimensional stability and heat res starrce. 

a flexible printed circuit board and tiie like. 
Discussion Of Related Art 

In recent vears miniaturization and high-packing-density mounting have been strongly desired in ttie 
field of e^-c^^Jc d^^^^^^^ communication, household, industries and the like. Accordingly, materials for 
I r^^^^^Z excellent heat resistance, dimensional stability and electrical properties have been 
such devices "^J' ^ copper-clad laminate made of a substrate comprising a 

paZSriy a? undesl^bly hl^ dielectric constant in a high ftequency range, although the resin has a good 

'^'^S l"?m" g traS;e-mentfoned drawback, polyphenylene eflier has been attracting attention as a 
new Len™ ?t has been attempted to apply a polyphenyienfe ether to a copper-clad 'f "^'"^^J"^f 
a i^jSenv eS eLr is one of the Spicai engineering plastics which has not only excelled "^.^chanical but 
desirefelL^^^ properties, such as a low dielectric constant and a low dielectric ^-ssipation fajor 
and has aS a^Sveiy good heat resistance. However, when a polyphenylene ether is used as a mater^ 
for a Snted drruiTLard substrate, the heat resistance thereof Is insufficient A matenal or a pnnted cnxu^ 
Lrd ubstra e is reqSed to have an extremely high heat resistance, because a printed arcuit board 
Sta f is nLiS eSose^ to high temperatures in soldering. However, sutetrates made of conven- 
ioSJXSe^^^^ ^thars a« likeiy'to undergo distortion at temperatures ^gher than abc^ 200 C 
thereby causing a considerable decrease in mechanical properties and peeling off °^ f PPf:J'=^^'^^^^^^^^ 
as circui s on the surface of the substrate. A polyphenylene ether has also another drawl^ack in that t has 
Juch poo resi tance to an aromatic hydrocarbon and a hydrocarbon substituted with a ^af 9^" 
s u^mately dissolved in such hydrocarbons, although the polyphenylene ether has excellent resistance lo 



'''''XfZoZT^Z resistance and chemical resistance of a polyphenylene ether^ous p^os^s 
have been made in which a polyphenylene ether is fomiulated into a composition. For example. Japanese 
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Patent Application Laid-Open Specification No. 61-287739 discloses a composite structure connprising as a 
resin substrate a cured resin obtained by curing a resin composition comprising a polyphenylene ether and 
at least one member selected from tlie group consisting of triaJlyl cyanurate and triallyl isocyanurate. The 
cured resin has poor chemical resistance, e.g., poor resistance to boiling trichloroethylene. and poor fire 

5 retardance, so that the composite structure is not suited for use as a printed circuit board. In a method 
comprising preparing a solution of the resin composi tlon and fabricating the solution into a film according 
to a casting method, the resin composition solution has poor film-forming properties, so that disadvanta- 
geously it is difficult to obtain a film with a smooth surface. This reference does not teach or suggest a 
polyphenylene ether having an ethylenically or acetylenically unsaturated group, such as an ally! group or a 

10 propargyl group, which can provide, in cooperation with a triallyl cyanurate or isocyanurate, an advanta- 
geous curable polyphenylene ether resin composition as described below in the present invention. 

U.S. Patent No. 3,557,045 discloses a thermosetting resin composition comprising (a) 5 to 95 % by 
weight of'a polymerizable material containing carbon-carbon double bonds, at least 5 % of which is a liquid 
monomer, (b) 95 to 5 % by weight of a polyphenylene ether resin, and (c) a radical initiator. In particular, 

15 the patent discloses a composition comprising a diallyl phthalate monomer, a dialiyi phthalate prepolymer, a 
polyphenylene ether resin and a radical initiator, which composition is described as having improved 
electrical and mechanical properties. This composition, however, has poor chemical resistance. In the 
patent, there is no description teaching or suggesting a composition comprising a polyphenylene ether and 
triallyl cyanurate or triallyl isocyanurate as described below. 

20 U.S. Patent No. 3,637,578 discloses a thermosetting resin composition comprising (a) 10 to 95 % by 
weight of a mixture of a liquid monomer containing carbon-carbon double bonds in an amount of at least 5 
% and having a boiling point of 70 * C or higher with a reactive polyester resin, (b) 5 to 90 % by weight of a 
polyphenylene ether resin and (c) a radical initiator. It is described that the thermosetting resin composition 
can be cured to obtain a thermoset resin having improved electrical and mechanical properties. In 

25 Examples 3-2 and 3-4, a composition comprising a polyprfiBnylene ether resin, a polyester resin, triallyl 
cyanurate and diallyl phthalate is disclosed. The polyphenylene ether resin content ot the composition is 20 
%. with the balance of 80 % being comprised of crosslini<abIe components (i.e., polyester resin, triallyl 
cyanurate and diallyl phthalate). However, the chemical resistance of this thermoset resin Is not sufficient 
This reference does not teach or suggest a polyphenylene ether having an ethylenically or acetylenically 

30 unsaturated group, such as an allyl group or a propargyl group, which can provide in cooperation with 
triallyl cyanurate or isocyanurate, an advanta geous curable polyphenylene ether resin composition as 
described below in the present invention. 

U.S. Patent No. 3,936.414 discloses a thermosetting composition connprising (a) 10 to 50 parts by 
weight of a polyunsaturated monomer, (b) 5 to 30 parts by weight of a polychlorinated or polybrominated 

35 aromatic hydrocarbon having a molecular weight of at least 200 and a chlorine or bromine content of at 
least 50 % by weight, (c) 20 to 60 pa^s by weight of a polyphenylene ether, (d) 0 to 30 parts by weight of a 
polyunsaturated polymer having unsaturated carbon-carbon bonds and (e) 2 to 10 parts by weight, per 100 
parts by weight of components (a) + (b) + (c) + (d). of a peroxide. Examples of polyunsaturated monomers (a) 
include triallyl cyanurate and triallyl isocyanurate- However, the chemical resistance of this composition Is 

40 not satisfactory, so that the practical use of the composition is limited. This reference does not teach or 
suggest a polyphenylene ether having an ethylenically or acetylenically unsaturated group, such as an ally! 
group or a propargyl group, which can provide, in cooperation with triallyl cyanurate or Isocyanurate, an 
advantageous curable polyphenylene ether resin composition as described below. 

On the other hand, with respect to general-purpose printed circuit boards comprising a glass fiber- 

45 reinforced epoxy resin substrate, various proposals have also been made to improve the heat resistance 
and electrical properties thereof. For example, it was proposed to improve the heat resistance and electrical 
properties of such printed circuit boards by employing a resin blend comprising a polyphenylene ether and 
an epoxy resin. In this connection, reference is made to Japanese Patent Application Laid-Open Specifica- 
tion No. 58-69052/1983 and Japanese Patent Application Publication No. 64-3223/1989, in which a 

50 composite structure comprising a resin layer comprised of a polyphenylene ether and an epoxy resin and a 
glass fabric is disclosed. The chemical resistance of the resin layer of the composite structure is not 
satisfactory, and hence the composite structure is not suitable for use as a printed circuit board. 



So Summary Of The Invention 

With a view toward developing a polyphenylene ether resin composition simultaneously satisfying 
various property requirements, such as excellent chemical resistance, electrical properties (such as low 

3 
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dielectric constant and low dielectric dissipation factor), fire retardance. dimensional stability and heat 
resistance, the present inventors have made exten sive and intensive studies. As a result, they have 
unexpectedly found that a curable polyphenylene ether resin composition comprising a curable poly- 
phenylene ether resin having at least one group selected from the group consisting of an allyl group and a 

5 propargyl group and at least one cyanurate selected from the group consisting of trlallyi cyanurate and 
triallyl isocyanurate has excellent storage stability, film-forming properties and melt moldability. and that by 
curing the curable polyphenylene ether resin composition, a cured polyphenylene ether resin composition 
having excellent chemical resistance, electrical properties, dimension^ stability and heat resistance can be 
obtained Also, the present inventors have found that the fire retardance and mechanical properties of the 

10 polyphenylene ether resin composition are improved, without sacrificing the above-mentioned excellent 
properties of the composition, by incorporating into the composition a fire retardant and a reinforcement, 
respectively. Based on these novel findings, the present Invention has been completed. 

It is therefore, an object of the present invention to provide a curable polyphenylene ether resin 
composition having excellent storage stability, film-forming properties and melt moldability, which can 

IS readily be cured. 

It is another object of the present Invention to provide a cured polyphenylene ether resin composition 
having excellent chemical resistance, electrical properties (such as low dielectric constant and low dielectric 
dissipation factor), fire retardance. dimensional stability and heat resistance, which can advantageously be 
used as a dielectric material, an insulating material, a heat resistant material and the like in, tor example, the 
20 electrical and electronic Industries, space and aircraft industries, etc. - 

It is a further object of the present invention to provide a laminate or composite structure comprising a 
metallic foil and/or substrate and at least one layer of the cured polyphenylene ether resin composition, 
which can advantageously be used as a single-sided printed circuit board, a double-sided printed circuit 
board, a multi-layer printed circuit board, a flexible printed circuit board and the like. 
25 The foregoing and other objects, features and advantages of the present invention will be apparent to 
those skilled In the art from the following detailed description and appended claims. 



Detailed Description Of The Invention 



30 



In one aspect of the present invention, there Is provided a curable polyphenylene ether resin 
composition comprising: 

(a) 98 to 40 % by weight, based on the total weight of components (a) and (b), of a curable 
polyphenylene ether resin comprising at least one polyphenylene ether represented by the formula: 

35 Q' fJ-H In. (I) - . . . u * . 

wherein m is an integer of 1 or 2, J is a polyphenylene ether chain comprising units of the formula: 



40 



45 




wherein R*. R^. and each independently represent a hydrogen atom, an allyl group or a 
propargyl group. 

at least one of , R^. R^. ahd R* being other than hydrogen, 

so and 

q' represents a hydrogen atom when m is 1, and Q in each polyphenylene ether independently represents 
Q or Q substituted with at least one substituent selected from the group consisting of an allyl group and a 
propargyl group when m Is 2. \j u - 

where Q is the residue of a bifunctional phenol having 2 phenolic hydroxyl groups and having 
6S unpolymerizable substltuents at the ortho and para positions with respect to the phenolic 

hydroxyl groups, 

with the proviso that each polyphenylene ether chain Is the same or different when m is 2 and that said 
units of formula (II) are the same or different. 
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the curable polyphenyiene ether resin having an average substitution degree of allyl and propargy I. groups 
of from 0.1 to 100 % by mole as defined by the fornrtuia: 



total number of moles of allyl and propargyl 
groups in the polyphenyiene ether resin 

number of moles of phenyl groups in the 
polyphenyiene ether resin 



X 100(%) 



10 

(b) 2 to 60 % by weight, based on the totai weight of components (a) and (b), of at least one 
cyanurate selected from the group consisting of trial lyl isocyanurate and triallyl cyanurate: 

(c) 0 to 50 % by weight, based on the totai weight of components (a) and (b), of a fire retardant 
selected from the group consisting of a phosphorus-containing fire retardant, a chlorine-containing fire 
retardant and a bronnine-contalning fire retardant; 

(d) 0 to 50 % by weight, based on the total weight of components {a> and (b), of an antimony- 
containing auxiliary fire retardant; and 

(e) 0 to 90 % by weight, based on the total weight of components (a), (b). (c), (d) and (e), of a 

reinforcement. 

20 Representative examples of Q include residues represented by the following formulae (lll-a) and (lll-b): 



25 



30 





(Ill-a); and 



O 



40 




Wherein and each independently represent a straight chain alkyi group having 1 to 4 carbon 
atoms; X represents an unsubstituted or substituted aliphatic hydrocarbon group, an unsub- 
stituted or substituted aromatic hydrocarbon group, an unsubstituted or substituted aralkyi group, 
an oxygen atom, a sulfur atom, a suifonyl group or a carbonyl group: and 
the line representing a bond which crosses the middle point of a side of the benzene ring, as 
shown for example In 




Indicates bonding of a substituent at the ortho or para position of the benzene ring, with respect to 
phenolic hydroxy! group. 

Specific examples of Q include residues represented by the following formulae: 



5 
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Representative examples of curable polyphenylene ether resins of formula (1) include a resin obtained 
by performing a substitution of poly(2,6-dimethyi-1.4-plienylene ether) with an ally! group and/or a propargyl 
group, a resin obtained by subjecting a bifunctional polyphenylene ether obtained by polymerization of 2,6- 
dimethylphenol In the presence of the above-mentioned bifunctional phenol compound Q-(H)2 to a 
substitution with an allyl group and/or a propargyl group, and a resin obtained by subjecting a copolymer of 
2,6-dimeth yiphenol and 2.3,6-trimethy[phenoi to a substitution with an allyl group and/or a propargyl group. 

The method for producing the curable polyphenylene ether resin of formula (I) is not limited. Preferred 
methods for producing the curable polyphenylene ether resin of formula (I) are described in European 
Patent Application Laid Open Specification 0309025 (U.S. Patent Application Serial No. 07/242,234). 

The molecular weight of the curable polyphenylene ether resin of fonmula (1) is not critical, and the 
molecular weight can be varied in a wide range. 

However, from the viewpoint of attaining the objective of the present invention, it is preferred that the 
curable polyphenylene ether resin of formula (1) have a viscosity number (>?sp/c) of from ^0.2 to 1.0 as 
measured in a 0.5 g/dl chloroform solution of the curable polyphenylene ether resin at 30 ' C. When the 
viscosity number is less than 0.2, the cured polyphenylene ether resin has poor mechanical properties. On 
the other hand, when the viscosity number exceeds 1.0, the softening temperature of the curable 
polyphenylene ether resin is disadvantageously high so that melt molding of the polymer is difficult 

In the present invention, the average substitution degree of allyl and propargyl groups is defined by the 
formula: 

6 



BNSDOCID: <EP ^03823 12A2_I_> 



EP 0 382 312 A2 



10 



15 



20 



25 
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total number of moles of allyl and propargyl 
aroups in the polyphenylene ether resin 

I 1 1 — — — X 100(%) 

number of moles of phenyl groups in the 
polyphenylene ether resin 

The above-mentioned ratio of the total number of moies of ally! and propargyl groups to the number of 
mofes of phenyl groups can be determined in terms of the ratio of the total area of peaks attributed to the 
protons of ally! and propargyl groups to the area of the peak attributed-to the protons of phenyl groups on a 
^H-NMR spectrum of the curable polyphenylene ether resin. 

As IS apparent from the above-mentioned definition of the average substitution degree, the possible 
maximum value of the average substitution degree is 400 % by mole. From the viewpoint of attaining the 
objective of the present invention, however, it is necessary that the average substitution degree of the 
curable polyphenylene ether resin be in the range of from 0.1 to 100 % by mole. Preferably, the average 
substitution degree is in the range of from 0.5 to 50 % by mole. When the average substitution degree is 
less than 0.1 % by mote, the cured polyphenylene ether resin would not have the desired chemical 
resistance. On the other hand, when the average substitution degree exceeds 100 % by mole, the cured 
polyphenylene ether resin Is disadvantageously brittle. 

The curable polyphenylene ether resin compositions of the present invention comprises as another 
essential component at least one cyanurate selected from the group consisting of triallyl isocyanurate and 
triallyl cyanurate, Triallyl isocyanurate and triallyl cyanurate are trifunctlonal monomers respectively repre- 
sented by the following fonnnulae (IV) and (V): 



CH2=CHCH2^ ^CH^CH^CH^ 




(IV) , and 



CH2CH=CH2 



35 



40 



CH2=CHCH20^N ^^OCH2CH=CH2 

N ^ N (V) . 



50 



55 



H2CH«CH2 



!n the present invention, triallyl isocyanurate of formula (IV) and triallyl cyanurate of formula (V) may be 
used individually or in combination. When these are used in combination, the mixing ratio is not critical and 
can be varied in a wide range. 

The curable polyphenylene ether resin composition of the present invention comprises (a) 98 to 40 % 
by weight, based on the total weight of components (a) and (b), of a curable polyphenylene ether resin and 
(b) 2 to 60 % by weight, based on the total weight of components <a> and (b). of at least one cyanurate 
selected from the group consisting of triallyl isocyanurate and triallyl cyanurate. When the proportion of 
component (b) is less than 2 % by weight, satisfactory chemical resistance imfDrovement cannot be attained 
for the cured polyphenylene ether resin composition. On the other hand, when the proportion of component 
(b) exceeds 60 % by weight tfiere is obtained a cured polyphenylene ether resin composition having 
unfavorably increased dielectric constant and being extremely brittle, in addition, when the proportions of 
components (a) and (b) are outside the above-mentioned ranges, a film formed by a casting method, 
whether the film contains or does not contain a reinforcement, tends to be very brittle and have a sticky 
surface. 

The method for obtaining a resin composition from components (a) and (b) is not critical, and the 
curable polyphenylene ether resin composition of.the present invention can be obtained for example, by 
performing melt blending or blending in solution of components (a) and (b). When components (a) and (b) 
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are blended in mixture, use is made of a solvent selected from the group consisting of halogen-substituted 
hydrocarbons, such as dichloromethanei chloroform and trichloroethylene, aromatic hydrocarbons, such as 
benzene, toluene and xylene, and mixtures thereof. 

The curable polyphenylene ether resin composition of the present invention may be shaped and cured 

5 in a predetermined form prior to use in various application fields. The method for shaping is not limited. 
Generally, the shaping may be conducted by a conventional casting method in which the curable 
polyphenylene ether resih composition is dissolved In a solvent and shaped into a predetermined form, or 
by a conventional heat-melting method In which the curable polyphenylene ether resin composition is 
melted by heating and then shaped into a predetermined form. 

10 Representative examples of solvents which may be used In the casting method include halogenated 
hydrocarbons such as chloroform, trichloroethylene and dichloromethane; and aromatic hydrocarbons such 
as benzene, toluene and xylene. These solvents may be used individually or In combination. The curable 
polyphenylene ether resin composition may generally be dissolved In the solvent at a concentration of 1 to 
50 % by weight. The form of the shaped article is not limited. Qeneraliy, the curable polyphenylene ether 

75 resin composition of the present invention may be shaped into a sheet or a film. For example, In the case of 
a film, the solution of the curable polyphenylene ether resin composition Is coated or cast on a substrate, 
such as a stainless steel plate, a glass plate, a polyimide film, a polyester film or a polyethylene film. The 
thickness of the solution of the polyphenylene ether resin composition coated or cast on the substrate is not 
limited and is generally determined according to the intended thickness of the resultant film and the 

20 polyphenylene ether resin composition concentration of the solution. After coating or casting, the solvent of 
the solution is removed by air drying, hot-air drying, vacuum drying or the lii<e, to thereby form a film. The 
film thus formed is peeled off from the substrate. If desired, the film thus obtained may again be subjected 
to removal of the solvent remaining in the film. However, it is not always required to completely remove the 
solvent from the film. The removal of the solvent is conducted at a temperature which does not exceed the 

25 temperature which the substrate can stand. Generally, the removal of the solvent can be conducted at about 
23 "0 to about 150 "C. 

In the case of the heat-melting method, the shaping of the polyphenylene ether resin composition which 
is melted by heating may be conducted by a customary h-»elt molding method such as injection molding, 
transfer molding, extrusion, press molding or the like. The melt molding may generally be conducted at a 

30 temperature higher than the glass transition temperature oi the curable polyphenylene ether resin but lower 
than the temperature at which the curable polyphenylene ether resin begins to cure. 

As mentioned hereinbefore, the curable polyphenylene ether resin has an allyl group and^or a propargyl 
group as a substltuent The glass transition temperature of the curable polyphenylene ether resin is 
decreased In proportion to the increase of the average substitution degree. Generally, a polyphenylene 

35 ether resin having no allyl group and/or propargyl group (hereinafter often referred to as "unsubstituted 
polyphenylene ether") has a glass transition temperature of about 210 ' C. On the other hand, the curable 
polyphenylene ether resin to be used in the present invention has a glass transition temperature of from 
about 140 'C to about 210 * C, which is lower than that of the unsubstltuted polyphenylene ether by 
several to 70 ' C. due to the presence of the allyl groups and/or propargyl groups. Therefore, the curable 

40 polyphenylene ether resin composition of the present invention can easily be melt molded as compared to 
the compositions comprising the unsubstltuted polyphenylene ether. 

The above-mentioned casting method and heat-melting method can be used Individually. Alternatively, 
these methods may also be used in combination. For example, it is possible that films of the polyphenylene 
ether resin composition are obtained by the casting method and. then, several to several tens of films are 

45 piled up and fused with one another by the melt moldinfif method, such as press molding, to thereby obtain 
a sheet of the polyphenylene ether resin composition. 

The curable polyphenylene ether resin composition of the present invention has excellent characteris- 
tics. Firstly, the resin composition of the present invention has excellent film forming properties. For 
example, while fiim formation according to a casting method using a solution is hardly expected with 

50 respect to the conventional polyphenylene ether, an excellent film having a smooth surface free of 
sticlciness can be obtained according to a . casting method from the curable polyphenylene ether resin 
composition of the present invention. Secondly, the curable polyphenylene ether resin cbmposition of the 
present invention has excel lent storage stability. The curable polyphenylene ether resin composition can be 
stored, without suffering from gel formation, in the form of a solution or a film for a prolonged period of 

65 time. Thirdly, sines the curable polyphenylene ether resin to be used in ^e present invention has lower 
glass transition temperature and excellent melt flowability, it Is easy "to perform melt molding of the curable 
polyphenylene ether resin composition of the present invention. 

In the curable polyphenylene ether (hereinafter often referred to simply as "PPE") resin composition of 

8 
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the present invention, a fire retardant may be incorporated as component (c) in order to improve the fire 
retardance of the composition without sacrificing the excellent properties, such as fiim-forming properties, 
storage stability and melt moldability. of the curable PPE resin composition comprising components (a) and 
(b). The fire retardant is selected from the group consisting of a phosphorous-containing fire retardant, a 
5 chiorine-containing fire retardant and a bromine-containing fire retardant. These may be used in combina- 
tion. 

Representative examples of phosphorus-containing fire retarcants include phosphoric esters, such as 
triphenyl phosphate, triethyl phosphate and trichloro ethyl phosphate, and Rre retardants containing red 
phosphorus as a main component. Representative examples of chlorine-containing fire retardants include 
70 organic compounds containing chlorine, such as a chlorinated polyethylene and a chlorinated paraffin. 
Representative examples of bromine-containing fire retardants include organic compounds containing 
bromine, such as tetrabromobisphenol-A, tribromophenol, poly(2,6-dibromo-1 .4-phenylene ether), a 
brominated polystyrene and a bromodtphenyl ether^represented by the following formula: 

Br q 
p 

wherein each of p and q independently represents an integer of from 1 to 5 with the proviso that 
4^P+q^10. 

Among the bromine-containing fire retardants described above, the bromodiphenyl ether is most 
preferred. Representative examples of bromodiphenyl ethers include tetrabromodiphenyl ether, hex- 
abromodiphenyl ether, octabromodiphenyl ether and decabromodi phenyl ether. These bromodiphenyl 
ethers may be used Individually or in combination. With respect to the fire retardant, reference may be 
made to "Polymer No Nannenka (Fire retardation of polymer)" by Hitoshi Nishlzawa, published by 
Taiseisha. Japan, in 1S87. 

Further, a tire retardant having at least tv^o ethylenically unsaturated double bonds may also be used. 
The use of' such a fire retardant having cross-linking properties is advantageous from the viewpoint of the 
chemical resistance of a final cured PPE resin composition. Preferred examples of fire retardants having 
crosslinking properties include tetrabromobisphenol-A diallyl ether, tetrabromobtsphenol-A diacrylate, 
tetrabromobisphenoi-A dimethacrylate. tetrabromobisphenol-A di-2-acryloxyethyl ether, 
tefrabromobisphenol-A di(2-methacryloxyethyl)ether and the like. 

In the curable PPE resin composition of the present invention, the amount of component (c) to be used 
is generally from 0 to 50 % by weight, preferably from 1 to 50 % by weight, more preferably from 5 to 50 
% by weight, most preferably from 2 to 30 % by weight, based on the total weight of components (a) and 
(b). For sufficiently improving the fire retardance, it is preferred that the annount of component (c) be not 
smaller than 1 % by weight. On the other hand, when the amount of the component (c) is more than 50 % 
by weight, the dielectric properties, chemical resistance and mechanical properties of a final cured PPE 
resin composition are likely to be poor. 

In the curable PPE resin composition of the present invention, an auxiliary fire retardant may further be 
incorporated as component (d) in order to further Improve the fire retardance of the composition, ©specially 
the composition containing a reinforcement described below. Any customary auxiliary fire retardant can be 
used in the present invention- Preferred are antimony compounds, such as Sb2 03. SbaOs and 
NaSb03*1/4H20. 

The suitable amount of the auxiliary fire retardant (d) to be incorporated Is varied depending on the 
amount of the fire retardant (c). The amount of component (d) is generally from 0 to 50 % by weight, 
preferably from O.i to 50 % by weight, more preferably from 1 to 30 % by weight, based on the total 
gQ weight of components (a) and (b). For sufficiently improving the fire retardance, it is preferred that the 
amount of component (d) be not smaller than 0.1 % by weight On the other hand, when the amount of 
component (d) exceeds 50 % .by weight, the dielectric properties, chemical resistance and mechanical 
properties of a final cured PPE resin composition are likely to be poor. 

There is no particular limitation with respect to the method for mixing the above-mentioned compo- 
nents. Generally, the components are mixed by dissolving them in a solvent or by melting them together. ^ 

In order to improve the mechanical strength, a reinforcement may be incorporated as component (e) in 
the curable PPE resin composition of the present invention comprising connponents (a) and (b), which has 
excellent fiim-fonmlng properties, handling properties, storage stability and nnelt moldability or in the curable 
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resin composition comprising component (c) or comprising components (c) and (d) in addition to compo- 
nents (a) and (b), which has not only excellent properties ascribed to components (a), and (b) but also 
excellent fire retardance. 

Representative examples of reinforcements which may be used in the present invention include glass 
5 fabrics, such as glass roving cloth, glass cloth, glass chopped mat. glass surfacing mat and glass non- 
woven fabric: ceramic fiber fabrics, asbestos, fabrics, metallic fiber fabrics and synthetic or natural inorganic 
fiber fabrics: woven or non-woven fabrics of synthetic fibers, such as polyvinyl alcohol fiber, polyester fiber, 
acrylic fiber and aromatic polyamide fiber; natural woven fabrics, such as cotton cloth, hemp cloth and felt; 
carbon fiber fabrics; and natural cellulosic fabrics, such as kraft paper, cotton paper and glass fiber- 
70 containing paper. These reinforcements may be used individually or in combination. 

The reinforcement is preferably Incorporated in the curable PPE resin composition comprising compo- 
nents (a) and (b) and. optionally, components (c) and/or (d). as follows. The curable PPE resin composition 
is first dissolved in a solvent selected from the group consisting of halogenated hydrocarbons, aromatic 
hydrocarbons and mixtures thereof and. then, the reinforcement is impregnated vi^ith the resultant solution. 
/5 The impregnation is generally conducted by dipping the reinforcement in the solution or coating the solution 
on the reinforcement. 

If desired, the impregnation may be repeated several times or conducted in such a manner that 
solutions having different formulations and concentrations are prepared and the reinforcement is treated 
with the solutions successively so that a predetermined reinforcement-containing PPE resin composition 

20 having a desired resin content is obtained. 

In the curable PPE resin composition of the present invention, the amount of component (e) is generally 
from 0 to 90 % by weight, preferably from 5 to 9Q % by weight, more preferably from 10 to 80 % by 
weight, most preferably from 20 to 70 % by weight, based on the total weight of eomponents (a), (b). (c). (d) 
and (e). From the viewpoints of the dimensional stability and mechanical strength of a final cured PPE resin 

25 composition, it is preferred that the amount of component (e) be not smaller than 5 % by weight On the 
other hand, when the amount of component (e) is more than 90 % by weight, the dielectric properties of a 
final cured PPE resin composition are likely to be poor. 

The curable PPE resin composition of the present invention is cured for example, by heating, as 
described herelnbelow. In the curing, crosslinklng occurs- In order to lower the reaction temperature and 

30 promote the crosslinklng reaction, a radical polymerization initiator may be incorporated in the curable PPE 
resin composition of the present invention. 

The amount of the initiator which may be used in the present invention is preferably from 0.1 to 10 
parts by weight, more preferably from 0.1 to 5 parts by weight, based on 100 parts by weight of the total 
amount of components (a) and (b). 

35 As the radical polymerization initiator, either a peroxide initiator or a non-peroxide Initiator can be used. 
Representative examples of radical polymerization peroxide initiators include peroxides, such as benzoyl 
peroxide. cumene hydroperoxide. 2,5-dimethylhexane-2.5-dihydroperoxide. 2.5-dimethyl-2.5-di(t- 
butylperoxy)hexyne-3, di-t-butyl peroxide, t-butylcumyl peroxide. a,a'-bis(t-butylperoxy-m-isopropyl)- 
benzene, 2.5-dlmethyl-2.5-di(t-butylperoxy)hexane. dicumyl peroxide, di-t-butytperoxy Isophthalate. t-butyl- 

40 peroxy benzoate. 2.2-bis(t-butylperoxy)butane, 2,2-bis(t-butylperoxy)octane, 2.5-dlmetiiyl-2,5-di- 
{benzoylperoxy)hexane, di(trimethylsilyl)peroxide and trimethylsilyltriphenylsilyl peroxide and tiie like. Re- 
presentative examples of non-peroxide initiators include 2,3-di-methyl-2.3-diphenylbutane. and the like. 
However, the radical polymerization initiators which can be used for curing the curable polyphenylene ether 
resin of the present invention are not limited to those mentioned above. 

45 In order to improve the adhesion to a metallic material and attain cost reduction, an epoxy resin can be 
Incorporated in the curable PPE resin composition of the present invention. 

Representative examples of epoxy resins include a glycidyl ether type epoxy resin, a glycidyl ester 
type epoxy resin, an amine type epoxy resin, and a brominat ed epoxy resin. With respect to epoxy resins, 
reference may be made to "Epoxy Resins" in Plastic Zairyo Koza (Lecture on Plastic Materials) published 

50 by Nikkan Kogyo Shinbunsha, Japan. 

The amount of tiie epoxy resin which may be incorporated is generally from 10 to 90 % by weight, 
preferably from 20 to 80 % by weight, more preferably from 30 to 75 % by weight, based on tfie sum of the 
total amount of tiie above-mentioned components (exclusive of a reinforcement) of the curable PPE resin 
composition and the amount of the epoxy resin. When the amount of the epoxy resin is less man 10 % by 

55 weight, the adhesion Improvement by the epoxy resin is not remarkable. On the other hand, when the 
amoLint of the epoxy resin exceeds 90 % by weight, the dielectric properties of a final cured PPE resin 
composition is likely to be poor. 

When a brominated epoxy resin is used as tiie epoxy resin so that tiie amount of bromine is 5 % by 
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weight or more, based on the total amount of the curable PPE resin of the curable PPE resin composition 
and the epoxy resin, the bromirated epoxy resin contributes to the improvement of the fire retardance of 
the resin composition. When the amount of bromine is 10 % by weight or more, the improvement of the fire 
retardance of the resin composition is remarkable. 

5 In the curable PPE resin composition of the present invention, if desired, a filler and/or an additive may 

be incorporated in order to impart additional desired properties to the composition, as long as such a filler 
and an additive do not adversely affect the properties of the composition. Representative examples of fillers 
include carbon black, silica, alumina, talc, mica, a glass bead, a hollow glass bead, and the like. 
Representative examples of additives include an antioxidant, a thermal stabilizer, an antistatic agent, a 

10 pjasticizer, a pigment, a dye, a colorant and the like. 

By curing the above-described curable polyphenylene ether resin composition comprising components 
(a) and (b) or the curable polyphenylene ether resin composition comprising at least one component 
selected from the group consisting of components (c), (d) and (e) in addition to components (a) and (b), 
there can be obtained a cured polyphenylene ether resin composition comprising components (a) and {^) 

15 as described below or a cured polyphenylene ether rosin composition comprising at least one component 
selected from the group consisting of componerts (c), (d) and (e) in addition to components (a) and (0). 
That is, in another aspect of the present invention, there is provided a cured polyphenylene ether resin 
composition comprising: 

(a) a chlorofonn nonextractable polyphenylene ether resin component; 

20 (/S) a chloroform extractable polyphenylene ether resin component: 

(c) 0 to 50 % by weight, based on the total weight of components (a) and (/3). of a fire retardant 
selected from the group consisting of a phosphorus-containing fire retardant a chlorine-containing fire 
retardant and a bromine-containing fire retardant; 

(d) 0 to 50 % by weight, based on the total weight of components {a) and (;8). of an antimony- 
25 containing auxiliary fire retardant; and 

(e) 0 to 90 % by weight, based on the total weight of components (a), (c), (d) and (e), of a 
reinforcement; the cured polyphenylene ether resin composition being decomposable by pyrolysis gas 
chromatography to fonn (1) 2-methylpheno!. (2) 2.6-dimethylphenol, (3) 2,4-dimethylphenoI, (4) 2.4.6- 
trlmethylphenol and (5) at least one cyanurate selected from the group consisting of triallyl isocyanurate 

30 and triallyl cyanurate in proportions such that the components (1). (2). (3), (4) and (5) satisfy the following 
formula: 

E 

0.05 ^ X 100 ^ 40, 

A + B + C + D 

wherein A, B, C. D and E represent the areas of peaks on a pyrolysis gas chromatogram attributed to the 
components (1). (2), (3), (4) and (5). respectively. 

the chloroform extractable polyphenylene ether resin component (j9) being present in an amount of from 
0.01 to" 10 % by weight, based on the total weight of components (a). (/3), (c) and (d), as determined from 
the amount of a chloroform extract obtained by treating the cured resin composition with chloroform at 23 
*C for 12 hours, 

the chloroform extractable polyphenylene ether resin component {0) containing at least one cyanurate 
selected from the group consisting of triallyl isocyanurate and triallyl cyanurate and containing units of the 
formula: 



50 




(II) 



wherein H\ R^. and R* each independently represent a hydrogen atom, an allyl group or a propargyl 
group, 
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at least one of R\ R^, and R'^ being other than hydrogen. 

with the proviso that said units of formuia (11) in said chloroform extractabie polyphenylene ether resin 
component (jS) are the same or different. 

The curing of the curable PPE resin composition of the present invention to produce the above- 
mentioned cured PPE resin composition can be performed according to conventional means, such as 
heating, exposing to light, exposing to electron beam, etc. When heating is pefformed, the temperature is 
not specifically limited. However, generally, the heating is performed at from lOO" to 350 C, preferably 
from 150* to 300 " C, depending on the decomposition temperature of an initiator used. The period during 
which the heating is performed is generally in the range of from one minute to about five hours, preferably 
from one minute to about three hours. The curing reaction of the curable PPE resin composition of the 
present invention can be monitored by diffei-eritial scanning calorimetry, infrared spectroscopy (hereinafter 
referred to as iR) or the like. 

Whether a cured PPE resin composition is one obtained by curing a curable composition containing a 
polyphenylene ether resin and triallyl isooyanurate and/or triallyl cyanurate, can be confirmed by IR. high 
resolution nuclear magnetic resonance (hereinafter referred^o as "NMR") spectroscopy [generally referred 
to as "Cross Polarization Magic Angle Spinning (CP-MAS) spectroscopy"], pyrolysis gas chromatography, 
or other known techniques. Of these, pyrolysis gas chromatography Is particularly useful. When pyrolysis 
gas chromatography is used, the present cured resin composition can readily be distinguished from the 
conventional cured polyphenylene ether resin compositions. That is, when the^ cured polypheny lene ether 
resin composition of the present Irivention is decomposed by pyrolysis at 590 " C for 4 seconds in an inert 
gas atmosphere, a characteristic decomposition product containing the following components, i.e., (1) 2- 
methylphenol, (2) 2,6-dimethylphenol. (3) 2.4-dinaethylphenol. (4) 2.4,6-trimethy!phenol and (5) at least one 
cyanurate selected from the group consisting of triallyl isooyanurate and triallyl cyanurate is formed In 
proportions such that the components (1). (2), (3), (4) and (5) satisfy the following formula: 

E 

0.05 g — — — — X 100 S 40, 

A + B + C + D 

wherein A. B, 0, D and E represent the areas of peaks on a pyrolysis gas chromatogram attributed to the 
compdnents (1). (2), (3). (4) and (5). respectively. 

Of these decompositioh product components, components (1). (2), (3) and (4) are decomposition products 
attributed to the polyphenylene ether. The mechanism of formation of such decomposition product 
components is described in. for example. Journal of Applied Polymer Science, vol. 22, page 2891 (1978). 

When the content of triallyl isooyanurate and/or triailyl cyanurate in the cured polyphenylene ether resin 
composition increases, the amount of component (5) relative to that of components (1). (2), (3) and (4) 
increases. When the value of E/(A + B+C + D) defined above is (ess than 0.05, the amount of component 
(5), namely, triallyl isooyanurate and/or tHallyl cyanurate in the cured PPE resin composition Is insufficient 
Such a cured PPE resin composition is disadvantageously poor in chemical resistance. On the other hand, 
when the value of E/(A+B + C + D) exceeds 40, the cured PPE resin composition is disadvantageously 
brittle and has poor dielectric properties. 

The method of heating to be employed in pyrolysis gas chromatography is not critical. For example, 
such heating may be perforrhed by iany one of the tilarrtent heating method, furnace heating method, high 
frequency induction heating method and laser heating method. Of these methods, the high frequency 
induction heating method (for example, by means of Curie point. pyrolyzer) is most preferred because not 
only is a rapid heating feasible but also the resultant temperature is accurate and reproducible. 

Further conditions for performing pyrolysis are not particularly Jim Ited. For example, pyrolysis is 
satisfactorily performed by heating in an inert gas atmosphere at 590 ' 0 for 4 seconds. It is preferred that 
helium or nitrogen gas be used as the inert gas. since such a gas can also Be utilized as a carrier gas in 
gas chromatography. Samples for pyrolysis are preferably in powdery form, since it ensures high 
reproducibility. 

Separation columns to be employed in tiie gas chromatography are not limited, as long as each of the 
above-mentioned decomposHlon product components (1) to (5) can b© completely separated. Generally, 
however, a nonpolar column of methylsilicone or a column having about iho same nonpolarity as that of 
methylsilicone is most preferred. With respect to the type of column, both a packed column and a capillary 
column can be used. Of these, the latter is preferred because it ensures excellent separation. Column 
temperature is not limited. From the viewpoint of the saving of separation time. It is generally preferred that 
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the column temperature be elevated from room temperature at a rate of 10 to 20 C per mm. 

In gas chromatography (QC). a thermal conductivity type detector (TCD) and a flame lon.zaton type 
detector (FID) may be used as a detector. The GC may be connected to a mass spectrometer (MS) to 
permit joint use of these Instruments. When only qualitative analysis is sufficient, a Fourier-transform 
infrared spectrometer (FT-IR) may be used in place of the above-mentioned detectors. 

In addition to pyrolysis gas chromatography, as an effective method for conducting the structural 
analysis of the cured polyphenylene ether resin composition of the present invention, there may be 
mentioned an analysis of chloroform extracts. The cured polyphenylene ether resin composition of the 
present invention comprises a chloroform nonextractable polyphenylene ether resin component («) and a 
chloroform extractable polyphenylene ether resin component (^). The content of the chloroform extractable 
polyphenylene ether resin component (/S) can be determined by chloroform extraction as follows. 

The content (W %) of Bie chloroform exactable polyphenylene ether resin component (^) m the cured 
PPE resin composition is determined by weighing a resin sample (weight: W,). immersing the sample m 
chloroform at 23 "C for 12 hours, taking out the sample from chloroform, removing the cnloroform. 
weighing the resultant sainple (weight Wj). and calculating in accordance with aie fonmula: 

W = -± X 100 (%). 



In the above formula, W,-W2 means the amount of a chloroform extract. From the viewpoint of the facility in 
removing chloroform after immersion, it is preferred that the resin sample be in a film form or powdery 
fomn. in the cured polyphenylene ether resin composition of the P^«s«"V7r''°"A n'^^n''^^''°/ h"!! 
25 extractable polyphenylene ether resin component (^) is present tn an amount of from 0.01 to 0 ji by 
weiaht preferably from 0.01 to 5 % by weight, based on the total weight of components (a), {ff). (c) and (d). 
When the amount is less than 0.01 % by weight, the cured PPE resin composition is disadvantageously 
brittle. On the other hand, when the amount exceeds 10 % by weight, the chemical resistance of the cured 

PPE resin composition is poor. . 

30 The content of the chloroform extractable polyphenylene ether resin component (^) may also be 
determined using deutarated chloroform. In this case, by obtaining an NMR spectrum of the deuierated 
chlorxjfomi solution of the extract, the composition and the structure of the chloroform extractable 
polyphenylene ether resin component (jS) can be determined. • , 

The chlorofomi extractable polyphenylene ether resin component {P) of the cured polyphenytene ether 

35 resin composition of the present invention contans at least one cyanurate selected from the group 
consisting of trially isocyanurate and trially cyanurate and contains units of the formula: 



40 



4S 



SO 
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wherein R\ R^. and R* each independently represent s hydrogen atom, an ally group or a propargyl 
group, at least one of R\ R^, R^ and R^ being other than hydrogen, 

with the proviso that said units of formula (II) in said chloroform extractable polyphenylene ether resm 
component (fl) are the same or different. j . u 

The chloroform extractable polyphenylene ether resin component (0) is a portion of the cured polyphe 
nylene ether resin composition which has not contributed to the curing reaction during the curing step. 
However, the chioroform extractable polyphenylene ether resin component (/3) has not necessarily the same 
structure as that of the curable polyphenylene ether resin. The ratio of triallyl isocyanurate and/or tnallyl 
cyanurate to units of fomrtula{ll)L is not limited. , u . « ..+t,=r 

The average substitution degree of.allyl and propargyl groups with respect to the polyphenylene ether 
of formula (11) of the chloroform extractable polyphenylene ether resin component is generally m the 



13 



BNSDOCID: <EP p3S23iaA£_l_» 



EP 0 382 312 A2 



range of from 0.1 to 100 % by mole, as in the curable polyphenylene ether resin composition. The average 
substitution degree with respect to the polyphenylene ether of formula (11) of the chloroforhn extractable 
polyphenyfene ether resin component {/3) is hot necessarily identical with that of the curable polyphenylene 
ether resin compositions. , 

6 Further, the hydrogen or bifunctional pheno! residue which Is ascribed to Q of component (a) may or 
may not be present in the chloroform extract. 

The structure of the chloroform extractable polyphenylene ether resin component (^) of the cured 
polyphenylene ether resin composition cart be confirmed by nuclear magnetic resonance spectroscopy 
(NMR) as men tidried above, infrared spectroscopy (IR), etc. Of these, NMR, especially ^H-NMR. is 

10 preferred. 

The cured PPE resin composition of the present invention has excellent chemical resistance. When a 
conventional cured polyphenylene ether not containing triallyl isocyanurate and/or triallyl cyanurate is 
immersed Iri boiling trichioroethylene. it swells to a great extent and suffers from a substantial change in 
appearance. By contrast, with respect to the cured PPE resin composition of the present invention, even 

75 when It IS immersed in boiling trichloroethylene, swelling is slight and no change In appearance is observed. 
Further, the cured polyphenylene ether resin composition of the present invention maintains the excellent 
desired dielectric properties (i.e.. low dielectric constant and low dielectric dissipation factor) of the starting 
polyphenylene ether. Therefore, the present cured PPE resin composition can advantageously be employed 
as a material for various applications in th© field of electronics, such as a material for a printed board. 

20 Further, since the curing between the allyl groups and/or propargyl groups of the curable polyphenylene 
ether and the allyl groups of triallyl isocyanate and/or triallyl cyanurate is perfomned by addition reaction, 
byproducts, such as water and a gas as formed in curing an epoxy resin and a poiyimlde due to 
condensation reaction, are not formed in curing the curable poiyphenylene ether resin composition of the 
present invention. This is advantageous in that the cured PPE resin composition can provide films, sheets 

25 and other articles having no voids. 

In the cured PPE resin composition, a fire retardant and/or an auxiliary fire retardant may be present In 
any form. That is, the fire retardant may be present in one or both of the chloroform nonextractable PPE 
resin component (a) and the chloroform extractable PPE resin component Further, the fire retardant 
may be bonded to the polyphenylene ether chain by covalent bonding as in the case In which a 

30 crosslinkable fire retardant Is used. 

The fire retardant contained in the cured PPE resin composition of the present invention is preferably at 
least one selected from the group consisting of a phosphorus-containing fire retardant, a chlorine-containing 
fire retardant and a bromine-containing fire retardant, as mentioned hereinbefore with respect to the curable 
PPE resin composition of the present invention. The qualitative and quantitative analyses of the fire 

35 retardant contained in the cured PPE resin compo sition can be performed by fluorescence X-ray 
spectroscopy and emission spectral analysis or the like. Alternatively, the fire retardant may be analyzed by 
another method, such as titration, ion chromatography and the like, which is performed after decomposing 
the cured PPE resin composition by heating or by the action of an acid. etc. 

The cured PPE resin composition of the present invention which contains a fire retardant or contains a 

40 fire retardant and an auxiliary fire retardant, exhibits improved fire retardance which Is classified into V-1 or 
V-D (in Vertical Burning Test for Classifying Materials, described below), while maintaining the excellent 
properties of the cured PPE resin composition comprising components (a) and (fi) mentioned hereinbefore, 
A reinforcement-containing cured PPE resin composition of the present invention may be prepared, for 
example, by the following method. A plurality of sheets of a reinforcement-containing curable PPE resin 

45 composition are piled up and subjected to press molding to shape the same while effecting thermal curing, 
so as to obtain a reinforcement-containing cured PPE resin composition having a desired thickness. When 
the reinforcement-containing curable PPE resin composition sheets are piled up, one or more films which 
have been shaped from the curable PPE resin composition containing no reinforcement may optionally be 
combined with the above-mentioned sheets. Moreover, relnforcement^containing cured PPE resin composi- 

50 tions having various layer structures may be obtained by subjecting to press molding a composite 
comprising a reinforcement-containing cured PPE resin composition and, combined therewith, a 
reinforcement-containing curable PPE resin composition and/or a curable PPE resin composition containing 
no reinforcement. 

The shaping and thermal curing are usually conducted at one time by means of a heat-pressing 
55 machine, as mentioned above. However, the shaping and thermal curing may be conducted separately. 
That is. a shaped composite which has been prepared for example, by piling up and pressing together 
curable PPE resin compositions, can be subjected to heat treatment and the like, to thereby effect curing. 
The shaping and thermal curing are generally conducted at a temperature of 100 to 350 *C under a 
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pressure of 0.1 to 1000 kg/cm^ for 1 minute to 5 hours, preferably at a temperature of 150 to 300 C under 
a pressure of 1 to 500 kg/cm^ for 1 minute to 3 hours. 

With respect' to the cured PPB resin composition of the present invention containing an epoxy resin, 
there can optionally be employed various curing agents, such as a primary amine, a secondary amine, a 
5 dicarboxylic acid and an anhydride thereof, in order to facilitate the curing reaction of the epoxy resin. 

The reinforcement-containing cured PPE resin composition of the present invention has excellent 
mechanical properties while maintaining the excellent chemical resistance, dielectric properties, etc. of the 
cured PPE resin composition comprising components (a) and and maintaining the excellent fire 
retardance (as well as the above-mentioned excellent properties) of the cured PPE resin composition 
70 comprising components (c) and (d) in addition to components (a) and (/S). The reinforcement-containing 
PPE resin composition not only does not exhibit any change in appearance when heated in a solder bath at 
260 " C for 120 seconds, but also is excellent In mechanical strength and dimensional stability (along the X- 
Y direction and Z-direction). These excellent properties ensure that the reinforcement-containing cured PPE 
resin composition of the present invention can advantageously be used in the field of electronics as a 
75 material for a printed circuit board, particularly, a multilayer printed circuit board- 
In a further aspect of the present invention, there is provided a laminate structure comprising a primary 
metallic foil layer and at least one cured resin composition layer disposed on at least one surface of the 
metallic foil. The cured resin composition is a cured polyphenyiene ether resin composition as described 
above. When the laminate structure has at least two cured resin composition layers on at least one surface 
■ 20 of the metallic substrate, the cured resin composition layers may be the same or different and are disposed 
one upon another. 

Representataive examples of metallic foils which constitute the primary metallic foil inclixie a copper 
foil, an aluminum foil and the like. The thickness of the metallic foil is not specifically limited. Generally, the 
thickness of the metallic foil may be from 5 to 200 urn, preferably from 5 to 100 M.m. 
25 As described above, the laminate structure of the present Invention may have one cured resin 
composition layer. Alternatively, the laminate structure may have at least two cured resin composition 
layers. When the laminate structure of the present Invention has at least two cured resin composition layers, 
the layers may be either the same or different, and the layers are disposed one upon another. 

Further, the cured resin composition layer may be disposed on one surface of the primary metallic foil 
30 layer, or may also be disposed on both, surfaces of the primary metallic foil layer. 

The laminate structure of the present invention may further comprise an additional metallic foil layer. 
Representative examples of metallic foils which constitute the additional metallic foil layer are the same as 
those described above with respect to the primary metallic foil. The additional metallic foil layer is disposed 
on the outer surface of the cured resin composition layer when the laminate structure has one cured resin 
35 composition layer on at least one surface of the primary metallic foil. On the other hand, when the laminate 
structure has at least two cured resin composition layers on at least one surface of the primary metallic foil, 
the additional metallic foil layer is disposed on the outer surface of an outermost cured resin composition 
layer and/or between at least one of the cured resin composition layers and a cured resin composition layer 
adjacent thereto. 

40 The method for producing the laminate structure of the present Invention is not speciHcaily limited. For 
example, the laminate structure may be produced by piling up a predetemnined number of films of the cura 
ble PPE resin composition of the present invention and metallic foils to form a laminate, and heating the 
laminate under pressure so as to cure the PPE resin composition films and simultaneously bond the 
metallic foils to the films. The curable PPE resin composition films may either contain a reinforcement or 

45 not. A curable PPE resin composition film containing a reinforcement may be used in combination with the 
curable PPE rssin composition containing no reinforcement Also, the curable PPE resin composition films 
may contain a fire retardant or contain a fire retardant and an auxiliary fire retardant. 

As mentioned above, an additional metallic foil layer may be provided on one surface of the laminate 
structure. When the laminate structure comprises at least two cured resin composition layers, additional 

50 metallic foil layers may be provided on both surfaces of the laminate structure, and/or an additional metallic 
foil layer may also be provided as an intermediate layer of the laminate structure. 

Furi:her. it is also possible that at [east two of the cured laminate structures are disposed one upon 
another through the curable PPE resin composition layer, followed by curing under pressure. 

Moreover, it is possible that the cured laminate structure and a metallic foil are disposed one upon 

55 another through the curable PPE resin composition or an adhesive, followed by curing under pressure. 
Examples of adheslves include an -epoxy resin adhesive, an acrylic resin adhesive, a phenolic resin 
adhesive, a cyanoacrylate adhesive and the like. However, the adhesive usable for bonding the metallic foil 
to the cured laminate structure is not limited to the above-mentioned examples. 

15 
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The laminate formation and curing of a curable laminate is generally conducted simultaneously by 
means of a pressing macliine. Alternatively, the laminate formation and the curing may be conducted 
separately. That is, the curable PPE resin compositions and metaiiic foils are piled up and pressed at 
relatively low temperature to form an uncured or half-cured laminate and. then, the uncured or half-cured 
laminate is subjected to heat treatment at relatively high temperature, high energy ray-radiatibn. etc., to 
thereby cure the laminate. The heat treatment for curing the uncured or half-cured laminate may generally 
be conducted at 100 ' to 350 * C under a pressure of 0.1 to 1000 kg/cm2 for i minute to 5 hours, preferably 
at 150 to 300 " C under a pressure of 1 to 500 kg/cm^ for 1 minute to 3 hours. 

The laminate structure of the present invention has the above-mentioned excellent properties ascribed 
to the cured PPE resin composition of the present invention. In addition, the laminate structure has excellent 
bonding strength between the metallic foil layer and the cured resin composition layer. Especially when the 
curable PPE resin composition containing an epoxy resih is used, the bonding strength between the 
metallic foil layer and the cured resin composition layer Is comparable to that of the laminate structure 
prepared using an epoxy resin only. Therefore, the laminate structure of the present invention can 
advantageously be used as a material for, for example, a rigid, single-sided copper-clad laminate, a rigid, 
double-sided copper-clad laminate, a multilayer circuit board, a flexible printed circuit board, a semi-rigid 
circuit printed board, a double sided, flexible, copper-clad printed circuit board and the like. 

In still a further aspect of the present invention, there is provided a composite structure comprising a 
metallic substrate and at least one cured resin composition layer disposed on at least one surface of the 
metallic substrate, the cured resin composition of which is a cured polyphenylene ether resin composition 
as described above, with the proviso that when the composite structure has at least two cured resin 
composition layers on at least one surface of the metallic substrate, the cured re^in composition layers are 
the same or different and are disposed one upon another. 

Examples of metallic substrates include an iron plate, an aluminum plate, a silicon steel sheet, a 
stainless steel sheet, and the like. The thickness of the metallic substrate is not specifically limited. 
Generally, the thickness of the substrate may be from 0.2 to 10 mm, preferably from 0.2 to 5 mm. 

The composite stnjcture of the present invention may comprise one cured resin composition layer. 
Alternatively, the composite material may comprise at lest two cured resin composition layers. When the 
composite structure of the present invention may comprise at least two cured resin composition layers, the 
resin composition layers may be either the same or different and the cured resin composition layers are 
disposed one upon another. 

The cured resin composition layer or layers may be formed on one surface of the metallic substrate. 
Alternatively, the cured resin composition layer or layers may be formed on both surfaces of the metallic 
substrate 

The method for producing the composite structure of the present Invention is not specifically limited. 
Generally, the composite structure may be produced by disposing a predetermined number of curable PPE 
resia composition films on one or both surfaces of a metallic substrate, and heating them under pressure to 
cure the PPE resin composition films and simuitanedusly bond the PPE resin composition films to the 
metallic substrate. 

The heat treatment for curing and bonding the curable PPE resin composition may generally be 
conducted at 100 to 350 ' C under a pressure of 0,1 to 1000 kg/cm^ for 1 minute to 5 hours, preferably at 
150 to 300 ■ C under a pressure of 1 to 500 kg/cm^ for 1 minute to 3 hours. 

For improving the bonding strength between the metallic substrate and the cured resin composition 
layer, it is preferred that the substrate be preliminarily subjected to surface treatment For example, the 
substrate may be subjected to mechanical abrasion, such as sanding by means of an abrasive paper or an 
abrasive cloth, wet blasting or dry blasting, and subsequently subjected to degreasing. etching, anodi^atlon. 
chemical film formation and the like. When an aluminum plate is used as a substrate. It is preferred that the 
aluminum plate be successively subjected to abrasion, degreasing using sodium carbonate and etching with 
sodium hydroxide. However, the surface treatment of an aluminum plate is not limited to the methods 
described above. 

The composite structure of the present invention may have a metallic foil layer. The metallic foil layer is 
disposed on the outer surface of the cured resin composition layer when the composite, structure has one 
cured resin composition layer on at least on© surface of said metallic substrate. When the composite 
structure has at least two cured resin composition layers on at least one surface of said metallic substrate, a 
metallic foil layer is disposed on the outer surface of an outermost cured resin composition layer and/or 
between at least one of the cured resin composition layers and a cured resin composition layer adjacent 
thereto. 

The composite structure of the present Invention has the excellent properties ascribed to the cured PPE 
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resin composition of the present invention. Further, the present composite structure has excellent bonding 
strength between the metallic substrate and the cured resin composition layer, as in the case of the 
laminate structure of the present invention. Especially when the curable PPE resin composition containing 
an epoxy resin is used, the bonding strength between the metal lie substrate and the cured resin 
composition layer is comparable to that of the laminate structure prepared using only an epoxy resin. The 
most marked advantage of. the composite structure of the present invention is its excellent ability to 
dissipate heat. Further, the composite structure of the present invention has excellent dimensional stability 
in the direction of the X-Y axes. Therefore, the composite structure of the present invention can 
advantageously be used as, for example, a chassis for mounting electronic parts. 

As apparent from the foregoing, the curable PPE resin composition of the present invention has the 
following advantages. Firstly, the curable PPE resin composition has excellent film-forming properties when 
it is subjected to film casting, differing from the conventional PPE which cannot be shaped into a film by 
film casting using a solvent The film prepared from the curable PPE resin composition of the present 
invention has a smooth and nonsticky surface and, therefore, has excellent handling properties. Secondly, 
the curable PPE resin composition of the present invention is excellent in storage stability. Therefore, the 
curable PPE resin composition can be stored for a prolonged period of time in the form of a liquid or a film 
without the occurrence of gel formation. Thirdly, the curable PPE resin composition has low glass transition 
temperature and is excellent in flowability when it is melted and. therefore, the melt molding of the resin 
composition can easily be conducted. In order to improve the fire retardance, a fire retardant. or a fire 
retardant and an auxiliary fire retardant may be incorporated in the curable PPE resin composition. Further, 
in order to improve the dimensional stability of the curable PPE resin composition, a reinforcement may be 
incorporated in the resin composition, which may or may not contain a fire retardant. 

The cured PPE resin composition of the present invention has the following advantages. Firstly, the 
cured PPE resin composition is excellent in chemical resistance. This property is attributed to both of the 
trially! Isocyanurate and/or tryallyl cyanurato and allyl and/or propargyl group introduced in the PPE. When 
either of the groups Is missing, the properties of the cured PPE resin composition are adversely affected to 
such an extent that the resin composition is markedly swollen and the appearance thereof changes when it 
Is immersed in boiling trichloroethylene. Secondly, the dielectric properties (dielectric constant and 
dielectric dissipation factor) of the cured PPE resin composition, which are ascribed to the PPE resin, are 
not adversely affected by the incorporation of components (b) to (d) in the curable PPE resin. Thirdly, the 
heat resistance of the cured PPE resin composition is maintained in spite of the presence of components 
(b) to (d). Illustratively stated, even when the cured resin composition is heated in a solder bath at 260 C 
for 120 seconds (as described below), the appearance of the cured resin composition does not change. The 
curing for obtaining the cured PPE resin composition of the present invention is achieved by addition 
reaction between an allyl and/or propargyl group present in the curable PPE resin and an allyl group 
present in trially I .isocyanurate and/or trially 1 cyanurate, and hence, by-products, such as water and a gas, 
are not formed during the reaction. Therefore, a film, a sheet or other shaped articles of the cured PPE 
resin composition having no voids can be obtained. When the cured PPE resin composition of the present 
invention contains a reinforcement, it has mechanical properties and dimensional stability (in the directions 
of the X-Y axes and Z axis). Further, when the cured PPE resin composition contains a fire retardant or 
contains a fire retardant and an auxiliary fire retardant. it is also excellent in fire retardance. Especially, a 
reinforcement-containing cured PPE resin composition shows excellent fire retardance in the presence of 
both a fire retardant and an auxiliary fire retardant. 

When the curable or cured PPE resin composition of the present invention contains an epoxy resin, the • 
following additional advantages are brought about When the epoxy resin content is low relative to the 
curable or cured PPE resin content, the bonding strength between the metallic foil layer and the curable or 
cured resin composition layer Is markedly improved as compared to that when no epoxy resin is contained 
in the curable or cured PPE resin composition. On the otiier hand, when tiie epoxy resin content is high 
relative to tiie curable or cured PPE resin content, the low dielectric properties .of the PPE resin composition 
are markedly improved than those of the epoxy resin per se. 

The laminate structure of the present invention comprising the cured PPE resin composition described 
above has excellent bonding strengtii between the metallic foil layer and tiie cured resin composition layer 
as compared to tfiat of the conventional laminate structure. Especially when the cured resin composition 
layer contains an epoxy resin, the bonding strength is markedly improved as described above. 

The composite structure of ' the present invention has, in addition to the above-mentioned excellent 
properties, excellent heat dissipation properties. 

Since the curable PPE resin composition, cured PPE resin composition, laminate structure and 
composite structure of the present invention have the excellent properties described above, tiiey can 
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advantageously be used as a material for a low-dielectric constant printed circuit board, a flexible printed 
circuit board, a molded wiring board, a single-sided copper-ciad laminate, a double-sided copper-clad 
laminate, a prepreg for a multilayer board, a printed circuit board having a metallic substrate, and the like. 
Further, the curable PPE resin compositjon of the present invention can also be used as a packaging 
5 material for a semiconductor, a material for a substrate of ah antenna for satellite broadcasting and an 
electrically insulating film for VLSI (very large scale integrated circuit), a material for a microwave oven, a 
material for a resist such as a solder resist and a dry film resist, a photosensitive material, a material for an 
adhesive, a matrix resin for a composite material, and the like. 

70 

Detailed Description Of The Preferred Embodiments 

Hereinafter, the present invention' will be described in more detail with reference to Examples and 
Comparative Examples, which should not be construed as limiting the scope of the present invention. 

75 

Examples 1 to 4 



20 Syntheses of curable PPE resins 

As representative examples of curable PPE resins represented by formula (I), four aliyl group- 
substituted PPE resins shown in Table 1 were prepared. The methods for preparing the allyl group- 
substituted PPE resins were substantially the same as described below except that the amounts of n-buty! 

25 lithium and allyl bromide were changed, Hereinbelow. the methods for preparing the allyl group-substituted 
PPE resins are explained in reference to the method for preparing an allyl group-substituted PPE. resin used 
in Example 2 as a representative example. 

350 g of poly(2,6-dimethyl-1 ,4-phenylene ether) having a viscosity number (ijsp/c) of 0.57 as measured 
in a 0.5 g/dl chloroform solution at 30 " C (hereinafter refen-ed to as PPE-1) was dissolved In 7,0 liter of 

30 tetrahydrofuran (hereinafter referred to as "THF"), To the mixture was added 390 ml of a 1.5 mol/liter n- 
buty! lithium solution in hexane, and the resultant mixture was allowed to react in a nitrogen atmosphere^ at 
40 ^ C for 1 hour. To the reaction mixture was added 30 ml of allyl bromide, followed by agitation at 4Q C 
for 30 minutes. The resultant mixture was poured in a mixture of 2.8 liter of distilled water and 2.8 liter of 
methanol, thereby precipitating a polymer. The polymer was filtered off, and washed with methanol. The 

35 filtration and washing with methanol were repeated five times. Then, the polymer was dried in vacuo at 80 
°C for 14 hours. Thus, a white, powdery, allyl group-substituted PPE-1 was obtained. The thus obtained 
PPE-1 had an average allyl group substitution degree of 10 % as measured by means of ^H-NMR analyzer, 
and a viscosity number (7/sp/c) of 0.61 as measured in a 0-5 g/dl chloroform solution at 30 C. 

As described above, in Examples 1, 3 and 4, substantially the same manner as described in Example 2 

40 was repeated except that amounts of n-butyl lithium and allyl bromide were changed, thereby obtaining 
PPE resins having different average ally! group substitution degrees. 



Curable PPE resin compositions 
45 ■ 

Curable PPE resin compositions were prepared according to the formulation shown in Table 1 . The 
preparation method will be described below with refer ence to Example 2. 

5.4 g of the allyl group-substituted PPE-1 having an average allyl group substitution degree of 10 %, 
0.6 g of triallyl isocyanurate (hereinafter referred to as 'TAIC"). and 0.18 g of 2,5-dlmethyl-2,5-dl(t-butyf 
50 . peroxy)hexyne-3 (Perhexyne 25B, manufactured and sold by Nippon Oil & Fats Co., Ltd., Japan) as an 
Initiator were dissolved In 120 ml of trichldroethylene. The mixture was shaped in the form of a film at 23 
* C by a film casting method. The thus obtained film had a thickness of about 100 jim, and had a smooth 
and nonstlcky surface. From the film, a strip having a width of 3 mm and a length Of 20 rhnri was cut off, 
and the glass transition temperature of the strip was measured by means of a therrnomechanical analyzer 
55 (hereinafter referred to as "TMA"). The result shows that the strip had a glass transition temperature of 145 

•c. 

In Examples 1, 3 arid 4. curable PPE resin composition films were prepared by a film casting method in 
substantially the same manner as described above except that each of the curable PPE resins obtained 
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above was used. All of the thus obtained curable PPE resin compositions were excellent in film-forming 
properties and had a smooth and nonsticky surface. The glass transition temperatures of the curable PPE 
resin compo sitions as measured by means of TMA are shown in Table 1. 

The above-mentioned films were also excellent in storage stability and, therefore, when the filnris were 
allowed to stand at room temperature for three months, gel formation did not occur in the films. 



Cured PPE resin compositions 

12 sheets of each of the above-mentioned curable PPE resin composition films were piled up, and 
subjected to heating under pressure while elevating the temperature from room temperature to 280 C and 
maintaining them at 280 * C for 30 minutes by the use of a vacuum pressing machine, followed by cooling, 
to thereby obtain a cured PPE resin composition film having a thickness of about 1 mm. In any of Examples 
1 to 4 the molding of the curable PPE resin composition was readily performed because the curable PPE 
resin compositions had low glass transition temperature and excellent fluidity when it was melted. 
Properties of each of the obtained cured PPE resin composilidn films are collectively shown in Table 2. 
Each of the properties was measured by the method described below. 



1 . Amount of chloroform extractable PPE resin component: 

A portion of each film was rasped off by means of a file, thereby obtaining a fine powder of cured resin 
composition. The obtained fine powder was weighed and immersed in chloroform at 23 C for 12 hours. 
Then, the powder was taken out, dried and weighed. The amount of chloroform extractable PPE resin 
component of each cured film was calculated by the following formuia: 

The ajtiount of chloroform extractable 
PPE resin component » 

weight before immer- weight after immer- 

sion in chloroform sion in chloroform 

— — — X 100(%). 

weight before immersion in chloroform 



2. Ratio of phenols to TAIC formed by thermal decomposition: 

A portion of each film was reduced to fine powder and subjected to pyrolysis gas chromatography 
analysis, thereby determining the ratio of phenols to TAIC. Pyrolysis gas chromatography was performed 
under the following conditions. 
(Pyrolysis) 

Apparatus: Curie point pyrolyzer JHP-3S (manufactured by Japan Analytical Industry Co., Ltd.. Japan) 
Temperature of the oven : 300 ' C 
Pyrolysis conditions : 590 ' C, 4 seconds 
(Gas chromatography) 

Apparatus: Gas chromatograph 5a90A (manufactured by Hewlett Packard. U.S.A.) 

Column : DB-1 (manufactured by J & W, U.S.A.). 0.25 mm in inside diameter x 30 m in length 

Column temperature: increased from 50 " C, at a rate of 10 C/min 

Carrier gas : He - 

Detector : FID 

Peaks on a pyrolysis gas chromatogram were identified by comparison of their retention times, mass 
spectra and FT-!R spectra with those of commercially available standard reagents. 

By the deconvposltion by pyrolysis gas chromatography, (1) 2-methylphenQl, (2) 2,5-dimethylphenoi. (3) 
2.4-dimethylphenoi. (4) 2,4.6-trimethylphenol and (5) TAIC were formed. The ratio of phenols (1). (2). (3) 
and (4) to TAIC (5) was calculated by *e following formula: 
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Ratio of phenols to TAIC - 

E 

X 100 

5 A+B + C + D 

wherein A. B. C, D and E represent the areas of peaks on a pyrolysis gas chrbmatogram attributed to said 
components (1), (2), (3). (4) and (5). respectively. 

10 

3. Glass transition temperature: 

Glass transition temperature was measured by means of a differential scanning calorimeter (hereinafter 
75 referred to as "DSC"). 



30 



30 



4- Resistance to trichloroethylene: 

From each cured PPE resin film, a portion of a square shape (about 15 mm x 15 mm) was cut off and 
boiled in trichloroemylene for 5 minutes. The resistance to trichloroethylene of the film was evaluated by the 
weight increase after boiling in trichloroethylene for 5 minutes and by the change in appearance of the 
sheet film. 



25 Weight increase = 

weight after boiling - weight before boiling 



weight before boiling 



X 100(%) 



35 



40 



45 



50 



5, Dielectric constant and Dielectric dissipation factor: 

Dielectric constant and dielectric dissipation factor were measured at 1 MHz in accordance with ASTM 

D150, . \ * . u 

In all of the Examples 1 to 4. the cured PPE resin compositions had good resistance to tnch- 

loroethylene and were excellent in dielectric constant and dielectric dissipation factor 

Further, the structure of eacii of the cured PPE resin compositions was analyzed as follows. First, each 

cured PRE resin composition was pulverized and subjected to FT-IR analysis (diffuse reftectance method). 

As a result, the presence of a skeleton of PPE was confinnned in all of the cured PPE resin compositions. 

Characteristic peaks of the spectrum were as follows. 

vs, vaa, CH3, CH2 {3027-2862 cm"^) 
vs C=^ (1603 cm^^) 
8as CH3 



} (1470 cm""^) 
vs C— C 

Ss CH3 (1381 cm"^) 
®^ vas O-C (119 0 cm^^) 

Simultaneously, the absorption of carbonyl group attributed to TAIC was observed at 1700 cm"■^ 
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Next, each of the pulverized cured PPE resin compositions was immersed in deuterated chloroform 
(CDCls) at 23 'c for 12 hours, thereby extracting an chloroform extractable PPE resin component. The 
extract was introduced into sample tubes for an NMR analysis and subjected to 'H-NMR analysis. As a 
result, the presence of a PPE chain and two different ally! groups was confirmed in all of the cured PPE 

5 resin (compositions. Of the two different allyl groups, ons allyl group was well in agreement, in chemical 
shift, with that of the curable PPE resin used as a starting material for the cured PPE resin compositions, 
and another was well in agreement with that of TAIC. Characteristic peaks of the spectrum were as follows. 
1,9 - 2,2 ppm ixmethyl group of PPE) 
4.5 ppm (-C ft 2CH = CH2H2 of TAIC) 

10 4.8 - 5,0 ppm (-CH2CH = C ^ 2 of PPE) 

5.2 - 5.4 ppm (-GH2CH = C * 2 of TAIC) 

5-6 - 6.0 ppm (-CH2C* =CH2 of TAIC and PPE) 

8.3 - 6.6 ppm (phenyl group of PPE) 



Examples 5 to 8 



20 Syntheses of curable PPE resins 

An allyl group-substituted PPE-1 having an average substitution degree of 10 % and a viscosity number 
(fi sp/c) of 0.62 was prepared in the same manner as described in Example 2. 

25 

Curable PPE resin compositions 

A film was produced from the allyl group-substituted PPE-1- in substantially the same manner as 
described in Examples 1 to 4 except that the ratio of the cured PPE resin to TAIC was changed as shown in 
30 Table 1. As a result, films each having a smooth and nonsticky surface were obtained. The thus obtained 
films were also excellent in storage stability and. thereforor when the films were allowed to stand at room 
temperature for three months, no gel formation occurred In these films. 

35 Cured PPE resin compositions 

In Examples 5 and 6, the films were subjected to heating under pressure in substantially the same 
manner as described in Example 1 to 4 except that the heating was conducted^ at 200 " G for 30 minutes. In 
Examples 7 and 8. the films were subjected to heating under pressure in the same manner as in Examples 
40 1 to 4. Thus, there were obtained cured PPE resin compositions. Physical properties of each of the cured 
PPE resin compositions are shown in Table 2, 

Each of the curable PPE resin composition films had low giass transition temperature and excellent 
fluidity when it was melted so that press molding thereof was readily performed. Further, the cured PPE 
resin composition films were also excellent in resistance to trichloroethylene and dielectric properties, i.e., 
45 dielectric constant and dielectric dissipation factor, in Examples 5 and 6, although the heating of the curable 
films under pressure was performed at relatively low temperature as compared to that employed in 
Examples 7 and 8, the curable films were readily molded into a film and the resultant cured film was 
excellent in resistance to trichloroethylene. 

The cured PPE resin compositions were subjected to FT-IR analysis (diffuse reflectance method) and 
50 the deuterated chloroform extract of each of the cured PPE resin compositions was subjected to ^H-NMR 
analysis in substantially the same manner as described in Examples 1 and 4. The presence of a skeleton of 
PPE was confirmed by the FT-IR analysis and the cured compositions exhibited the peaks ascribed to the 
curable PPE resins and TAIC by ^H-NMR analysis. 

56 

Examples 9 and 10 
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Syntheses of curabte PPE resins 

2.6-dimethy!phenol was subjected to oxidative polymerization in the presence of 2,2-bis(3,5-dinnethyi-4- 
hydroxyphenyDpropane. thereby obtaining a bifunctlonal PPE having a viscosity number of 0.40 as 
measured in a 0.5 g/dl chloroform solution at 30' C (hereinafter referred to as "PPE-2"). Using the PPE-2, 
two different PPE's having average allyl group substitution degrees of 6 % and 18 %, respectively, were 
produced in substantially the same'manner as described in Examples 1 to 4, 



10 Curable PPE resin compositions 

Substantially the same procedure as in Examples 1 to 4 was repeated except that each of the above- 
men tioned curable PPE resins was used and the formulation of the components was changed as shown in 
Table 1. to thereby obtain films each having a smooth and nonsticky surface. The thus obtained filips were 
75 also excellent in storage stability. That is, when the films were allowed to stand at room temperature for 
three months, no gel formation occurred in the films. 



•Cured PPE resin compositions 

20 

From the above-obtained curable PPE resin composition films, cured PPE resin compositions were 
produced in substantially the same manner as in Examples 1 to 4, except that the heating under pressure 
was performed at 280 for 30 minutes In Example 9 and at 200' C for 30 minutes in Example 10. 
Physical properties of each of the thus produced cured PPE resin compositions are shown in Table 2. Each 
25 of the curable PPE resin composition nims had good moldability. Each of the cured PPE resin compositions 
was excellent in resistance to trichloroethylene. dielectric constant and dielectric dissipation factor. 

Each of the cured PPE resin compositions was subjected to FT-IR analysis {diffuse reflectance method) 
in the same manner as in Examples 1 to 4, and the presence of a skeleton of PPE was confirmed. Further, 
the chloroform extract of each of the cured PPE resin compositions was subjected to ^H-NMR analysis iri 
30 the same manner as in Examples 1 to 4, and it was confirmed that the cured resin composition exhibited 
the same peaks as those ascribed to the curable PPE resin and TAG. Characteristic peaks of the spectmm 
were as follows: 

1 .9 to 2.2 ppm (methyl group of PPE) 
4.9 ppm (-ct^ zCH^CHz of TAG), 
35 4.8 to 5.0 ppm (-CH2CH = C z of PPE). 

5.2 to 5.5 ppm {-CHzCHfC ft z of TAG), 
5.6 to 5.9 ppm (-CH2O H =CHz of PPE), 

6.0 to 6-2 ppm (-CH2C H =CH2 of TAG), and 

6.3 to 6.6 ppm (phenyl group of PPE), 



Comparative Examples 1 to 5 

In Comparative Example 1, a resin composition was prepared using PPE-1 as it was without the 
4S substitution with an allyl group, in the same manner as in Examples 1 to 4. In Comparative Example 2, a 
resin composition was prepared using an ally! group-substituted PPE-1 having an average allyl group 
substitution degree of 0.05 % prepared according to the method described in Example 2, in the same 
manner as iri Examples 1 to 4. Each of the PPE resin compositions was subjected to film formation In the 
same manner as in Examples 1 to 4, However, no film was obtained due to occun-ence of many small 
50 cracks. By changing the drying temperature from 23 " C to 50 * 0. films could be produced from the above- 
mentioned PRE resin compositions, but the films did not have a smooth surface. The thus obtained films 
were cured and the properties of the cured resin compositions were measured according to the method 
described in Example 1. The results are shown in Table 2, Due to an insufficient allyl group substitution or 
lack of allyl groups, the cured films of the Comparative Examples 1 and 2 showed poor trichloroethylene 
55 resistance as compared to those of the cured resin compositions of Examples 1 to 10. 

In Comparative Examples 3 to 5, curable PPE resin compositions were produced in substantially the 
same manner as in Examples 5 to 8 except that the formulation of the curable PPE resin and TAIC were 
changed as shown In Table 1 , and subjected to film casting in the same manner as in Examples 5 to 8. As 
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a result, in Comparative Examples 3 and 4, curable films having a smooth and nonsticky surface were 
obtained, but in Comparative Example 5. a film could not be formed. The curable films of Comparative 
Examples 3 and 4 were cured in the same manner as in Examples 5 to 8 to form cured PPE resin 
compositions. The properties of the obtained cured PPE resin composition films are shown in Table 2. In 
Comparative Examples 3 and 4, the effect of TAIC was not exhibited or was insufficient and, therefore, the 
resistance to trichloroethylene was poor. 



Comparative Example 6 

Substantially the same procedure as in Example 6 was repeated except that the heating of a curable 
film was conducted at 320' C for 2 hours. The resultant cured resin composition had a chloroform 
extractable PPE resin component content of 0 %. and the film was very brittle and hence was not suitable 
for practical use. 
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Examples 11 to 14 

5 

Synthesis of curable PPE resins 

As representative examples of the curable PPE resins of formula (I), propargyl group-substituted PPE 
70 resins having average propargyl group substitution degrees and viscosity numbers shown in Table 3 were 
synthesized. The methods for synthesizing the resins are described belov/ referring to the methods used in 
Examples 1 1 and 12. 

In Example 11, 350 g of poly(2,6-dimethyl-1 ,4-phenylene ether) (hereinafter referred to as "PPE-3") 
having a viscosity number ^sp/c) of 0.90 as measured in 0.5 g/dl chloroform solution at 30 C, was 

75 dissolved In 7.0 liters of tetrahydrofuran (THF). To the resultant solution was added 580 ml of n-butyl lithium 
solution (1 .5 moles/liter In hexane), and the mixture was heated at 40 ' C for 1 hour under an atmosphere of 
nitrogen gas to advance the reaction. Then, 103 g of propargyl bromide was added tc the reaction mixture 
and stirred at 40 * C for 20 minutes. Subsequently, a mixture of 2.B liters of water and 2.8 liters of methanol 
was added to the mixture, to form a precipitate. The precipitate was filtered off and washed with methanol. 

20 The filtration and washing with methanol of the precipitate were repeated 4 times and. then, the pre cipitate 
was dried under vacuum at 80 'C for 14 hours, thereby obtaining a white powder of propargyl group- 
substituted PPE-3. The average propargyl group substitution degree as determined by ^H-NMR was 6 %. 
The viscosity number as measured in a 0,5 g/dl chloroform solution at 30 ' C was 0.93. 

In Example 12, an ally I group was introduced into PPE-3 by the same method as in Example 2 so that 

25 an ally I group-substituted PPE-3 having an average substitution degree of 11 % was obtained. 220 g of allyl 
group-substituted PPE-3 was dissolved in 5.0 liters of chloroform. After the addition of 12 ml of bromine, the 
resultant mixture was stirred at room temperature for 30 minutes. Then, the reaction mixture was poured 
Into 10 liters of methanol to form a precipitate. The precipitate was filtered off and washed with methanol. 
The filtration and washing with methanol were repeated 3 times, and the resultant precipitate was dried 

30 under vacuum for 14 hours at 80 'C. The resultant white powder was dissolved in 8.0 liters of 
tetrahydrofuran (THF) and cooled to -15 ' O. Under an atmosphere of nitrogen, to the resultant solution was 
added 400 ml of a lithium diisopropylamide solution in THF (1.2 mole/liter) and the mixture was stirred for 
20 minutes. The resultant reaction mixture was poured into 10 liters of methanol to form a precipitate. The 
precipitate was filtered off and washed with methanol. The filtration and methanol washing were repeated 4 

35 times, and the precipitate was vacuum-dried at 80 'C for 14 hours. The results of the ^H-NMR 
measurement of the thus obtained precipitate showed that all of the allyl groups were converted into 
propargyl groups and the average substitution degree was 11 %. The viscosity number of the propargyl 
group-substituted PPE-3 as measured in a 0.5 g/dl chloroform solution at 30 * C was 0,95. 

In Examples 13 and 14, curable PPE resins were produced in the same manner as in Example 12. 

40 

Curable PPE resin composition 

Using the above-obtained propargyl group-substituted PPE resins, curable PPE resin composition films 
45 yyerg produced in the same manner as in Examples 1 to 4. All of the thus produced films had a smooth and 
nonsticky surface. In addition, no gelation occurred in these films when they were stored at room 
temperature for 3 months, showing that the films were excellent in storage stability. 



^^^^^ PPE ''QS'n composition 

Each of the films prepared above was subjected to heating under pressure in substantially the same 
manner as in Examples 1 to 4 except that in Examples 12 and 13, heating was conducted at 200 ' C for 60 
minutes, and in Examples 11 to 14, heating was conducted at 280 'C for 30 minutes, to thereby obtain 
55 cured resin compositions. The properties of the cured resin compositions were determined by the same 
method as in Examples 1 to 4, and results are shown in Table 4. Ail of the curable resin compositions had 
excellent meit moldabiiity, and the cured rean compositions had excellent trichloroethylene resistance and 
dielectric properties. 
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In order to Identify the structure of each of the cured resin compositions, each of the cured resin 
compositions was analyzed by FT-IR (diffuse reflectance method) and the extract of each cured film with 
deuterated chloroform was analyzed by ^H-NMR In the same manners as In Examples 1 to 4. 

The results of the FT-IR analysis showed the presence of the skeleton of a PPE. The results of the *H' 
5 NMR analysis showed that the cured PPE resin composition contained the same structure as that of the 
original curable PPE resin and contained TAIC. 

Characteristic peaks obtained by ^H-NMR analysis are as follows. 
1.8-1.9 ppm (-CH2CSCH ) 
1.9 - 2.2 ppm (-C H 3) 
w 2,3 - 2.5 ppm (-C H aC^CH) 
2.6 - 2.8 ppm (-C H 2CH2C=CH) 
6.3 - 6.7 ppm (Phenyl group) 



15 Examples 15 to 17 



Synthesis of curable PPE resin 

20 A bifunctional PPE having a viscosity number (7?sp/c) of 0.21 as measured in a 0-5 g/dl chloroform 
solution at 30 * C {hereinafter refen-ed to as "PPE-4") was obtained by oxidative polymerization of 2,6- 
dimethylphenol in the presence of bis(3,5-dimethyI-4-hydroxyphenyi)sulfone. This ipifunctional PPE was 
subjected to substitution with a propargyl group in the same manner as in Example 12, thereby obtaining a 
PPE resin having an average substitution degree of 16 %. 

25 

Curable PPE resin compositions 

Substantially the same procedure as in Examples 1 to 4 was repeated except that the proportions of a 
30 propargyl group-substituted PPE resin and TAG were changed as shown in Table 3, to thereby obtain 
curable PPE resin composition films. The thus obtained curable films had a smooth and nonsticky surface. 
Further, no gel formation occurred in these flims during the storage at room temperature for 3 months, 
showing that they were excellent in storage stability. 

36 

Cured PPE resin compositions 

Each of the above-obtained curable films was subjected to heating under pressure in the substantially 
same manner as in Examples 1 to 4 except that in Example 15, heating was conducted at 280 C for 30 
40 minutes, and in Examples 16 and 17, heating was conducted at 200 " G for 1 hour, to thereby obtain cured 
PEP resin compositions. The properties of the cured PPE resin compositions were determined in the same 
manner as in Examples 1 to 4. The results are shown in Table 4. The curable films had excellent 
moldability. and the cured resin compositions had excellent trichloroethylene resistance and dielectric 
properties. 

45 in order to identify the structure of each of the cured PPE resin compositions, the cured resin 
compositions were analyzed by FT-IR (diffuse reflectance method) and the extracts of the cured resin 
compositions with deuterated chloroform were analyzed by ^H-NMR. The results of the FT-IR analysis 
showed the presence of the skeleton of a PPE. The results of the ^H-NMR analysis showed that the cured 
resin contained the same structure as that of the original curable PPE resin and contained the TAG, 

so 

Comparative Examples 7 to 10 

In Comparative Example 7, substantially the same procedure as In Example 11 was repeated except 
65 that a curable PPE resin having an average propargyl group substitution degree of 0.05 % (synthesized by 
the method described in Example 1 1) was used as a curable PPE resin^ to thereby obtain a curable PPE 
resin composition. The above-obtained PPE resin composition was poor In film-forming properties, and the 
cured resin composition produced therefrom was poor in trichloroethylene resistance. 
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In Comparative Example 8, substantially the same procedure as in Example 13 was repeated except 
that the heating of the curable film was conducted at 320 * C for 2 hours, to thereby obtain a cured resin 
composition. The resultant cured PPE resin composition had a chloroform extractable PPE resin component 
content of 0 %. The cured resin composition was very brittle and» hence, it was not suitable for practical 
5 use. 

The properties of the cured PPE resin compositions are collectively shown in Table 4. 

In Comparative Examples 9 and 10, curable PPE resin compositions were produced in substantially the 
same manner as in Examples 15 to 17 except that the formulation of the curable PPE resin and TAC were 
changed as shown in Table 3. 
70 In Comparative Example 10, a nonstlcky film having excellent handling properties was not obtained. 

The curable films of Comparative Example of 9 were cured in the same manner as in Examples 1 5 to 
17 to form a cured PPE resin composition. Trichloroethylene resistance of Itie thus obtained cured PPE 
resin composition was poor, since TAC was not used. 

The properties of the cured PPE resin composition films are collectively shown in Table 4. 
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Examples 18 to 26 

5 

Curable composite materials 

Composite materials comprising an allyl-group substituted PPE resin and either of a glass clotii and a 

10 quartz cloth as shown in Table 5 were produced. In Examples 18 to 25. the same curable PPE resins and 
the same formulations of resin compositions as in Examples 1 to 8, respecively, were employed. In 
Example 26, the same PPE resin and the same formulation of a resin composition as in Example 9 were 
employed. Tho method for producing the composite materials is described below referring to the method of 
Example 19. 200 g of an ailyl group-substituted PPE-1 having an average substitution degree of 10 % and a 

15 viscosity number {tj sp/c) of 0.61. 22.2 g of TAIC, and 6.7 g of 2.5-dlmethyl-2,5-dt(t-buty(peroxy)hexyne-3 
(Perhexyne 25B. manufactured and sold by NIPPON OIL & FATS CO., LTD.. Japan) as an initiator were 
dissolved in 1.0 liter of trichloroethylene, to thereby obtain a resin composition solution, A glass cloth of 105 
g,m^ was immersed in the above-obtained solution. The glass cioth was taken out and dried at 23'C for 12 
hours in air and further dried at 80° C for 8 hours under vacuum to obtain a curable composite material. The 

20 glass cloth content of the resultant curable composite material was 50 % by weight This curable composite 
material had a smooth and ndnsticky surface. This nriateTlal was allowed to stand at room temperature for 3 
months, but no gel fomriation occurred. This result shows that the curable corriplosite material was excellent 
in storage stability. In Examples 18, 20 and 21, substantially the same procedure as in Example 19 was 
repeated except that curable PPE resins having different average substitution degrees shown in Table 5 

25 were used. In Examples 22, 23 and 26, a glass having a weight of cloth of 48 g/m^ was used instead of a 
glass cloth of 105 g/m^ to obtain a curable composite material having a glass cloth content of 30 % by 
weight. In Examples 24 and 25. a quartz cloth of 48 g/m^ was used instead of glass cloth, in each case, the 
film-forming properties and storage stability of the curable resin compositions were excellent 

30 

Cured composite materials and laminate structures 

1 2 sheets of each of the above-obtained curable composite materials were piled up. On each surface of 
the resultant piled sheets, a copper foil having a thickness of 35 jULnri was disposed. The resultant material 

35 was subjected to heating by means of a press molding machine under a pressure of 100 kg/cm^. followed 
by cooling, thereby obtaining a laminate structure having a thickness of about 1.6 mm. In Example 18, the 
heating was conducted in a manner such that the temperature was elevated from room temperature to 220 
' 0 and kept at 220 ' 0 for 30 minutes, and in Examples 19 to 25, the heating was conducted in a manner 
such that the temperature was elevated from room temperature to 200 " C and kept at 200 ' C for 30 

40 minutes. In Example 21 , a copper foil was not used. In Example 26, the heating was conducted at 240 C 
for 30 minutes under a[ pressure of 50 kg/cm^ without the use of a copper foil. The properties of the above- 
obtained laminate structures and cured composite materials are summarized Iri Table 6. As shown in Table 
6, they had excellent resistance to trichloroethylene, dielectric properties and heat riesistance in solder bath. 
Each laminate structure exhibited excellent copper foil-peel strength. 

45 The methods of measurement of the above-mentioned properties are as follows. 



1 . Resistance to Trichloroethylene 

so A sample having a size of 25 mm x 25 mm was cut out from a laminate structure from which a copper 
foil had been removed. The sample was weighed, immersed in boiling trichloroethylene for 5 minutes, taken 
out and weighed. The weight increase of the sample was calculated from tho following formula: 



56 



32 

BNSDOCID: <:EP 038231 2A2_!_> 



EP0 3a2 312 A2 



Weight increase = 

weight after bailing - weight before boiling 

— X 100{%). 

5 weight before boiling 

The resistance to trichloroethylene was exprsssed in terms of the weight increase. 

70 

2. Dielectric constant and dielectric dissipation factor. 

Measurements were conducted at 1 MHz in accordance with ASTM D150. 

75 

3. Heat resistance in solder bath 

The heat resistance In solder bath was determined according to the metinod described in JIS (Japanese 
Industriai Standard) C6481 . Illustratively stated, a sample having a size of 25 mm x 25 mm was cut out from 
20 a laminate structure from which^ a copper foil had been rennoved. The sample was floated on a molten 
solder in a solder bath for 120 seconds, which molten solder was heated at 260 * C. The appearance was 
examined by visual observation to determine whether or not any change occurred. 

25 4. Copper foil-peel strength 

From a laminate structure, a strip of 25 mm in width and 100 mm in length was cut out. On the copper 
foil, parallel grooves were provided at an interval of 10 mm. The copper foil between the neighboring 
grooves was peeled off continuously at a rate of 50 mm/min by a tensile machine in a direction 
30 perpendicular to the copper foil surface of the sample. Th© strength required to peel off the copper foil from 
the cured resin was measured. 



Examples 27 to 31 

35 

Curable composite materials 

Curable composite materials were produced in substantially the same manner as in Examples 18 to 26, 
40 except that the curable PPE resins obtained in Examples 12, 13 and 15 to 17 and reinforcements shown in 
Table 5 were employed and the amounts of components were changed as shown in Table 5. Illustratively 
stated, in Examples 27 and 28, the same curable PPE resins as used in Examples 12 and 13 were 
employed, respectively. In Examples 29 to 31, th© same curable PPE resins as used in Examples 15 to 17 
were employed, respectively. In Examples 27 and 28, as a reinforcement, a glass cloth of 105 g/m^ and a 
45 quartz cioth of 105 g/m^ were respectively used as a reinforcement, and in Examples 29 to 31. a glass cloth 
of 48 g/m^ was used. 

Each of the resultant curable composite materials was excellent in film-forming properties and storage 
stability. 

so 

Cured composite materials and laminate structures 

In Examples 29 and 30, cured comports materials were produced from the above-obtained curable 
composite materials in the same manner as in Examples 21 and 26 except that the heating of the curable 
55 materials was conducted under a pressure of 100 kg/cm^ for a period of 30 minutes. In Examples 27, 28 
and 31, laminate structures were produced from the above-obtained curable composite materials in 
substantially the same manner as in Examples 18 to 20 and 22 to 25 except that the heating of the curable 
materials and copper foils was conducted under a pressure of 100 kg/cm^ for a period of 30 minutes. The 

. 33 
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heating temperatures employed are shown in Table 6. The properties of the thus produced cured composite 
materials and laminate structures were examined in the same manner as in Examples 18 to 26, and the 
results are shown in Table 6. In all of the Examples 27 to 31* the cured products were excellent in 
resistance to trlchloroethylene, dielectrical properties and heat resistance in solder bath. Further, the 
5 laminate structures had good copper foil-peel strength. 
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30 



Of the laminate structures obtained In Examples 18 to 31, four laminate structures obtained in Examples 
13, 23, 28 and 31 were subjected to measurement of tensile strength, flexural strength and linear expansion 
coefficient (along the directions of the X-Y axes and Z axis). The tensile strength and flexural strength were 
determined according to the methods described in ASTM D638 and JIS C6481» respectively. The linear 
expansion coefficient was measured by means of a thermomechanical analyzer (TiVIA). The results are 
shown in Table 7. Each laminate structure had sufficient mechanical strength and excellent dimensional 
stability. 



10 



Table 7 









Coefficient of linear 
expansion 


Coefficient of linear 
expansion 


(-30* C to 30* C) 


(30 'C to 200' C) 


Tensile 
strength at 
break 


Flexural 
strength 


Direction of 
X. Y axes 


Direction of 
Z axis 


Direction of 
X, Y axes 


Direction of 
Z axis 


(kg/cm2) 


(kg/cm2) 


(cnn/cm * C), 


(cm/cm 
*C) 


(cm/cm " C) 


(cm/cm *C) 


Example 18 


1500 


4300 


15x10-^ 


85x10-^ 


15x10-« 


95x10-5 


Example 23 


1300 


4000 


15x10-^ 


75x10-^ 


15x10-^ 


80x10-^ 


Example 28 


1700 


4500 


15x10-5 


70x10-^ 


15x10-^ 


80x10-^ 


Example 31 


1250 


400O 


ISxIQ-s 


90x10-^ 


20x10-5 


105x10-^ 



20 



25 



36 



40 



SO 



Example 32 

On one surface of the curable resin composition film obtained in Example 2 (thicl<ness: about 100 urn), 
a copper foil having a thickness of 18 jxm was disposed. The resultant material was subjected to pressing 
under a pressure of 70 kg/cm^ at 220 ' C for 30 minutes, thereby curing tfie resin composition film and 
simultaneously bonding the resin composition film to the foil. Although no adhesive was used, the resultant 
laminate structure was excellent in the bonding strength of the copper foil layer and the cured resin 
composition layer, that is, the copper foil-peei strength was as large as 1^ kg/cm or more. Further, the 
water absorption of the laminate structure was measured as follows. A sample having a size of about 50 
mm X about 50 mm was cut out from a laminate structure, and the copper foil was removed from the 
sample. The weight of the resultant sample was measured. The sample was dipped in pure water and kept 
therein at 23 ° C for 1 week. Then, the sample was taken out. and the water remaining on its surface was 
wiped off. The weight of the sample was measured immediately. The water absorption was calculated from 
the following formula. 

Water absorption 

Weight after dipping - weight before dipping 



Weight before dipping 



X 10Q(%) 



55 



The laminate structure had low water absorption, that Is, the water absorption was as low as 0.1 % or less. 



Example 33 
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Two sheets of a capper foil having a thickness of 1B um were respectively disposed on both surfaces 
of the resin composition film obtained in Example 6 (thickness: about 100 um). The resultant material was 
subjected to pressing under a pressure of 70 kg/cm^ at 200 ' C for 30 minutes, thereby curing the resin 
compositron film and simultaneously bonding the resin composition film to the foils. The resultant laminate 
5 structure had excellent bonding strength betwen the copper foil layer and the resin composition layer and 
low water absorption. That is, the laminate structure had a copper foil-peel strength of 1.2 kg/cm or more 
and a v/ater absorption of 0.1 % or less. 

10 Example 34 

On one surface of the curable composite material obtained in Example 23 (thickness: about 110 u.m). a 
copper foil having a thickness of 18 um was disposed. The resultant material was subjected to pressing 
under a pressure of 70 kg/cm^ at 220 * C for 1 hour, thereby curing the curable composite material and 
75 simultaneously bonding the composite material to the foil. The resultant laminate structure had excellent 
bonding strength between the copper foil layer and the cured resin composition layer and low water 
absorption. That is, the laminate structure had a copper foii-peel strength of 1 .2 kg/cm or more and a water 
absorption of 0,1 % or less. The laminate structure also had good flexural resistance, ensuring that it can be 
suitably used as a semirigid board. 



Example 35 

A curable composite material was produced in substantially the same procedure as in Example 29 
25 except that the total concentration of the components in the trichloroethylene solution used for impregnating 
in a glass cloth was decreased so that the glass cloth content In the resultant composite material became 
70 % by weight. The curable composite material had a thickness of about 80 um. On one surface of the 
curable composite material, a copper foil having a thickness of 18 um was disposed. The resultant material 
was subjected to pressing under a pressure of 70 kg/cm^ at 220 ' C for 1 hour, thereby curing the 
30 composite material and simultaneously bonding the composite material to the foil. The resultant laminate 
structure had excel lent bonding strength between the copper foil layer and the cured resin composition 
layer and low water absorption. That is, the laminate structure had a copper foil-peel strengtii of 1 .2 kg/cm 
or more and a water absorption of 0,1 % or less. The laminate structure also had good flexural resistance, 
ensuring that it can be suitably used as a semirigid printed circuit board. 

35 

Example 36 

Substantially the same procedure as in Example 22 was repeated except that a glass cloth of lOSg/m^ 
40 was employed in place of the glass cloth of 48 g/m^, thereby obtaining a curable composite material 
containing 50 % by weight of glass cloth and having a thickness of about 150 um. This curable composite 
material was disposed on a silicon steel plate having a thickness of 1.0 mm which had been subjected to 
surface treatment, i.e.. abrasion, degreasing and etching. Then, a copper foil having a thickness of 35 um 
was disposed on a surface of the curable composite material remote from the plate. The resultant structure 
45 was subjected to pressing under a pressure of 100 kg/cm^ at 200 *C for 30 minutes. The resultant 
composite structure had a thermal resistivity of 39 ' C/W. showing that it had excellent heat dissipation 
properties as compared to that (60 ' C/W) of a structure in which a silicon steel plate was not employed. 

The thermal resistivity was measured by a method In which a circuit including a resistance chip of 100 
Q connected thereto by soldering was formed on a sample composite structure having a size of 35 mm x 
50 50 mm and electric voltage was applied to die circuit, followed by measurement of the increase in the 
temperature of the sample. 

Example 37 

55 

Substantially the same procedure as in Example 36 was repeated except that the curable PPE resin 
film obtained in Example 6 (thickness: about 100 um) was employed in place of the curable composite 
material and that an aluminum plate having a thickness of 1.0 mm was employed in place of the silicon 

39 
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steel piate. The resultant composite structure had a thermal resistivity of 24 " C/W, showing that it had 
excellent heat dissipation properties as compared to that (57 ' C/W) of a structure wherein no aluminum 
plate was employed. 



Substantially the same procedure as In Example 36 was repeated except that the curable composite 
material obtained in Example 27 (thickness: about 150 urn) was employed and that an aluminum plate 
70 having a thickness of 1.0 mm was employed in place of the silicon steel plate. The resultant composite 
structure had a thermal resistivity of 25 ' C/W, showing that it had excellent heat dissipation properties. 



Examples 39 to 43 



Synthesis of curable PPE resin 

According to the method described in Example 2, there were synthesized an allyl group substituted 
20 PPE-1 having an average ally! group substitution degree of 14 % and an allyl group-substituted PPE-1 
having an average allyl group substitution degree of 5 %. The above-synthesized allyl group-substituted 
PPE-1 's had viscosity numbers (i|Sp/c) of 0.61 and 0.58, respectively, as measured in a 0.5 g/dl chloroform 
solution at 30 'C. 

25 

Curable fire-retardant PPE resin composition 

One of the above-synthesized allyl group-substituted PP6-1's, TAIC or TAC, an Initiator, a fire retardant 
and an auxiliary fire retardant were dissolved or uniformly dispersed in trichloroethyierie according to the 
30 formulation shown in Table 8. From each of the resultant solutions, a film having a thickness of about 100 
urn was prepared by a film casting method. As the initiator, the fire retardant and the auxiliary fire retardant. 
the following compounds were employed. 
Initiator: 2,5-dimethyl-2,5-di(t-'butylperoxy)hexyne-3 

(Perhexyne 25B. manufactured and sold by NIPPON OIL & FAT CO.. LTD., Japan) 
35 Fire retardant: 



5 



Example 38 



75 



A: 



40 




45 



(PPX-33, manufactured and sold by Daihachi Chemical Co., Ltd., Japan). 

B: 



Br 



50 




Br 



55 



(SR-803, manufactured and sold by Dai-ichi Kogyo Seiyaku Co., Ltd.. Japan), 
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C: 



Br Br 



Br Br 



Br 




Br Br 



Br Br 



(AFR-1021. manufactured and sold by Asahi Glass Co.. Ltd., Japan), 
D: 



Br Br 



CH^— ^HCH^O \Oj C (O 

Br ir / CH3 




f 2 



Br 



(D-5532. manufactured and sold by Dai-ichi Kogyo Seiyaku Co., Ltd.. Japan). 

E: Red phosphorus-type fire retardant 
(Novared 120 UF manufactured and sold by Rin Kagaku Kogyo Co., Ltd., Japan) 

Auxiliary fire retardant: 
Sb203 (PATOX-M manufactured and sold by Nihon Seiko Co., Ltd., Japan) 

The film-formtng properties, storage stability and glass transition temperature of each of the. above- 
prepared films were measured by the method described above. The results are shown in Table 8. Each film 
was excellent in film-forming properties and had a smooth and nonsticky surface. No gel formation occurred 
even when the film was allowed to stand at room temperature for 3 months, showing that the film had 
excellent storage stability. 



Cured fire-retardant PPE resin composition 

12 sheets of each of the above-obtained films were piled up and subjected to heating under pressure 
by means of a vacuum pressing machine while elevating the temperature from room temperature to 200 C 
and maintaining the temperature for 30 minutes, followed by cooling, thereby obtaining a cured PPE resin 
composition having a thickness of 1 mm. Each of the curable fire-retardant PPE resin composition films 
could easily be molded since each film had low glass transition temperature and excellent flowabllity when 
It was melted. The properties of the thus obtained cured fire-retardant PPE resin compositions are shown in 
Table 9. 

Measurements of the properties were conducted In the same manner as in Examples 1 4. 
Measurement of fire retardance was conducted using a test sample having a length of 127 mm and a width 
of 12-7 mm, according to the test method of UL-94 described below. 



Rre retardance 

The fire retardance of each of the above-prepared specimens having a size of 127 mm x 12.7 mm was 
measured in accordance with the method of Vertical Burning Test for Classifying Materials 94V-0. 94V-1 or 
94V-2, described in UL-Subject 94, pages 7 to 10 dated January 28, 1980, published by Underwriters 
Laboratories Inc., U.S.A. The classification into materials 94V-0, 94V-1. 94V-2 and 94HB (hereinafter simply 
referred to as'"V-0", "V-1". "V-S" and "HB", respectively) is conducted according to the following criteria, 
(i) A material classified as V-0 shall: 
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A. Not have any specimens that burn with flaming combustion for more than 10 seconds after 
either application of the test flame. 

6. Not have a total flaming combustion time exceeding 50 seconds for the 10 flame applications 
for each set of five specimens. 
5 C. Not have any specimens that burn with flaming or glowing combustion up to the holding clamp. 

D. Not have any specimens that drip flaming particles that ignite the dry absorbent surgical cotton 
located 12 inches (305 mm) below the test specimen. 

E. Not have any specimens with glowing combustion that persists for more than 30 seconds after 
the second removal of the test flame. 

w (it) A material classified as V-1 shall: 

A. Not have any specimens that burn with flaming combustion for more than 30 seconds after 
either application of the test flame. 

B- Not have a total flaming combustion time exceeding 250 seconds for the 1 0 flame applications 
for each set of five specimens. 
15 C. Not have any specimens that burn with flaming or glowing combustion up to the holding clamp. 

D. Not have any specimens that drip flaming particles that ignite the dry absorbent surgical cotton 
located 12 inches (305 mm) below the test specimen. 

E. Not have any specimens with glowing combustion that persists for more than 60 seconds after 
the second removal of the test flame- 
so (ill) A material classified as V-2 shall: 

A. Not have any specimens that burn with flaming combustion for more than 30 seconds after 
either application of the test flame. 

B. Not have a total flaming combustion time exceeding 250 seconds for the 10 flame applications 
for each set of five specimens. • 

26 C, Not have any specimens that bum with flaming or glowing combustion up to the holding clamp. 

D. Be permitted to have specimens that drip flaming particles that ignite the dry absorbent surgical 
cotton placed 12 inches (305 mm) below the test specimen. 

E. Not have any specimens with glowing combustion that persists for rnore than 60 seconds after 
the second removal of the test flame; 

30 (iv) A material classified as HB: 

More flammable than that of Class V-2. 

All of the cured films of Examples 39 to 43 had excellent fire retardance. trichloroethylene resistance 
and dielectric properties. 

The structural analysis of each of the cured resin composition films was conducted by FT-IR and ^H- 
35 NMR in the same manner as in Examples 1 to 4, 9 and 10, and the results were the same as those 
obtained in Examples 1 to 4, 9 and 10. Further, each film was also analyzed by pyrolysls gas chromatog- 
raphy in the same manner as In Example 1 , The results are shown in Table 9. 

Since the above-obtained cured PRE resin compositions contained a fire retardant, they exhibited 
excellent fire retardance, that is, the cured PRE resin compositions were classified Into classes V-1 or V-0 
40 according to the methdd described above, differing from the cured PRE resin compositions of Examples 1 
to 10 containing no fire retardant, which were classified into class HB. 



Examples 44 to 46 

46 • 

Synthesis of curable PPE resins 

According to the method described in Examples 11 and 12^ there were synthesized a propargyl group- 
so substituted PPE-1 having an average propargyl group-substitution degree of 8 % and a propargyl group- 
substituted PRE-1 having an average propargyl group substitution degree of 13 %. The above-synthesized 
PPE-Vs had viscosity numbers (??sp/c) of 0.64 and 6.63. respectively, as measured In a 0.5 g/di chloroform 
solution at 30 ' C. 

56 

Curable fire-retardant resin compositions and cured fire-retardant resin compositions 

Using the above-obtained PPE-Vs, curable fire-retardant PPE resin compositions were produced 
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according to the formulations shown in Table 8, The fire retardant F used in Example 45 had the following 
formula: 
F: 



5 



70 




Br Br 



15 

(AFR-1002, manufactured and sold by Asahi Glass Co., Ltd., Japan). 

Then, from the curable fire-retardant PPE resin compositions, cured tire-retardant PRE resin composi- 
. tions were produced in substantially the same manner as in Examples 39 to 43. 

The properties of the curable fire-retardant resin composition and the cured fire-retardant composite 
20 materiais were determined by the methods described in Examples 1 and 18. 
The results are shown in Table 8 and Table 9. 

As apparent from the Tables, aii of the curable fire-retardant resin compositions obtained in Examples 
44 to 46 had excellent film-forming properties and storage stability. Further, these curable fire-retardant 
resin compositions." after curing, exhibited excellent fire retardance, resistance to trichloroethylene and 
25 dielectric properties. 

Further, each of the cured fire-retardant resin compositions was analyzed by FT-IR, 'H-NMR and 
pyrolysis gas chromatography in the same manner as described in Examples 1 to 4 and ii to 14, The 
cured fire-retardant resin compositions exhibited substantially the same results as those of the cured PPE 
resin composition of Example 11, • * 

30 Since the above-obtained, cured fire-retardant resin compositions contained a fire retardant, they 
exhibited excellent fire retardance, that Is. the cured fire-retardant resin compositions were respectively 
classified into classes V-1 and V-0 according to the criteria described above, differing from the cured PPE 
resin compositions of Examples 11 to 17 containing no fire retardant. which were classified into class HB. 
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Example 47 

5 

A copper foil having a thickness of 18 um was disposed on one surface of a film (thickness of about 
100 um) of the curable fire-retardant resin composition obtained in Example 40. and subjected to press- 
molding by means of a pressing machine under a pressure of 70 kg/cm^ at 200 'C for 30 minutes, to 
thereby cure the curable fire-retardant resin composition and simultaneously bond the copper foil to the 
10 surface of the cured fire-retardant resin composition. Thus, there was obtained a laminate structure. 

Although an adhesive was not used, the above-obtained laminate structure had a copper foil-peel 
strength as high as 1 .2 kg/cm or more. Further, the laminate structures had a water adsorption as low as 0.1 
% or less. 

Example 48 

Substantially the same procedure as in Example 47 was repeated except that two copper foils were 
respectively disposed on both surfaces of the curable fire-retardant resin composition obtained in Example 
20 46 (thickness of about 100 /xm), to thereby obtain a laminate structure. 

Although an adhesive was not used, the above-obtained lanfiinate structure had a copper-peel strength 
as high as 1 .2 kg/cm or more. Further, the laminate structures had -a water adsorption as law as 0.1 % or 
less. 

25 

Example 49 



Composite structure 

30 

A film having a thickness of about 100 um of the curable fire-retardant resin composition obtained In 
Example 40 was disposed on one surface of an aluminum plate having a thickness of 1 .0 mm which had 
been subjected to surface treatment, i.e., abrasion, degreasing and etching. Then, a copper foil having a 
thickness of 36 jitm was disposed on the surface of the film, which surface was opposite to the surface 

35 facing the aluminum plate. The resultant material was subjected to press-nibiding by means of a pressing 
machine under a pressure of 70 kg/crr^ at 200 ' C for 30 minutes, to thereby obtain a composite structure. 
The thermal resistivity of the composite structure measured according to the method as described rn 
Example 36 was 23 ' C/W. On the other hand, the thermal resistivity of the laminate structure prepared 
from the same curable fire-retardant composite material and copper foil as described above without using 

40 an aluminum plate was 60 ' C/W. The above results show that the composite structure was excellent in heat 
dissipation. 



Example 50 

45 

Substantially the same procedure as in Exampie 49 was repeated except that a film having a thickness 
of about 110 um of the curable fire-retardant resin composition obtained In Example 45 was used and a 
silicon steel plate having a thickness of 1 .0 mm was used instead of the aluminum plate, to thereby obtain a 
composite structure. The thermal resistivity of the composite structure measured according to the method 
50 described in Example 36 was 35 * C/W. On the other hand, the thermal resistivity of the laminate structure 
prepared from the same curable fIre-retardant composite material and copper foil as described above 
without using any siiicon steel plate was 60 * C/W. The afDove results show that the composite structure was 
excellent in heat dissipation. 

55 

Examples 51 to 59 
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Syntheses of curable PPE resins 

SubstantiaHy the same procedures as in Example 2 were repeated, to thereby obtain allyl group- 
substituted PPE-1's each having an average substitution degree of 5 % (Example 58), 13 % (Examples 51 
5 to 57) and 30 % (Example 59), respectively. The viscosity numbers (Tjsp/c) of the PPE-1's were 0.50 
(Example 59). 0,58 (Example 58) and 0.59 (Examples 51 to 57). respective ly. 



1 Curable fire-retardant composite material 

1 10 

1 Using the above-obtained aliyi group-substituted PPE-1's and a reinforcement, different curable fire- 

j retardant composite materials having the formulation shown in Table 10 were produced. As a fire retardant, 

I the following materials were used. 

(1) Hexabromodiphenyl ether (Planeron HB-60P, manufactured and sold by Mitsui Toatsu Chemicals, 
I IS Inc. Japan) 

I (2) Octabromodiphenyl ether (Saytex 111, manufactured and sold by Ethyl Corporation, U.S.A.) 

i (3) Decabromodiphenyl ether (AFR 1021, manufactured and sold by Asahl Glass Co., Ltd,, Japan). 

■ !n Example 51, 200 g of the allyl group-substituted PPE-1 having an average substitution degree of 13 

%, 10.5 g of TAIC, 6.3 g of 2,5-dimethyl-2,5-di(t-butyiperoxy)hexyne-3 (an initiator manufactured and sold 
20 by Nippon Oil and Fats Co., Ltd., Japan), 21.1 g of tetrabromodiphenyl ether (Pyroguard SR 900. 
manufactured and sold by Dai-ichi Kogyo Seiyaku Co., Ltd., Japan) and 4.2 g of SbzOa (PATOX-M, 
manufactured and sold by Nihon Seiko, Japan) were dissolved in 1 .0 liter of trichloro ethylene. A glass cloth 
of 48 g/m^ was dipped in the mixture to impregnate the mixture in the glass cloth, and air-dried at 23 ' C for 
12 hours and. then, further vacuum-dried at 80 'C for 8 hours. The thus obtained curable fire-retardant 
25 composite material had a reinforcement (glass cloth) content of 35 % by weight. The fire-retardant 
composite material had a smooth and nonstlcky surface. The composite material was stored at room 
temperature for 3 months, but gel formation did not occur, showing that the composite material was 
excellent in storage stability. 

In Examples 52 to 59, curable fire-retardant composite materials were produced In substantially the 
30 same manner as in Example 51, except that the fonmulation of the resin composition was changed as 
shown in Table 10 below. 

Each of the fire-retardant composite materials was examined with respect to film-forming properties and 
storage stability in the same manner as in Example 1. All of the thus obtained curable fire-retardant 
composite materials had excellent film-forming properties and storage stability, 

35 

Cured fire-retardant composite material and laminate structure 

In Example 51,12 sheets of the above-obtained curable fire-retardant composite material were piled up. 
40 Two copper foils having a thickness of 35 um were, respectively, disposed on both surfaces of the piled 
composite material. The resultant material was subjected to press-molding by means of a pressing machine 
under a pressure of 100 kg/cm^ while elevating the temperature from room temperature to 200 "C and 
maintaining 200 'C for 30 minutes, and cooled. Thus, a laminate structure having a thickness of about 1.6 
mm was obtained. 

45 In Examples 52 to 59. substantially the same procedures as in Example 51 were repeated, except that 
in Examples 57 and 58, the copper foil was not used and the curing temperature and time were changed to 
240 * C and 30 minutes, respectively, and that in Example 59, the curing temperature and time were 
changed to 200 C and 50 minutes, respectively, to thereby obtain cured fire-retardant composite materials 
; and laminate structures each having a thickness of about 1.6 mm, 

1 50 The properties of each of the thus obtained cured fire-retardant composite materials and laminate 

structures were determined by the methods described in Examples 1 and 18. 
! Further, specimens having a size of 127 mm x 12.7 mm were cut off from the above-obtained cured 

fire-retardant composite materials and laminate structures, and the fire retardance of the specimens was 
determined according to the method described above. 
55 The results are shown in Table 1 1 . 

As apparent from the Table, all of the cured fire-retardant composite materials and laminate structures 
had excellent fire retardance, resistance to trichloroethylene, dielectric properties, heat resistance in solder 
bath and copper foil-peel strength- 
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Further, each of the cured fire- retard ant composite materials and the laminate structures was analyzed 
by FT-IR, -H-NIVIR and pyrolysis gas chrorhatography In the same mianners as described in Ejcamples 1 to 
4. 9 and 1 0. The cured flren-etardant composite materials and laminate structures exhibited substantially the 
same results as those of the cured PRE resin composition of Examples 1 to 4, 9 and 10. 
5 Since the above-obtained cured fire-retardant composite materials and laminate stoictures contained a 
fire retardant, they exhibited excellent Hre retardance. that is, the cured composite materials and the 
laminate structurea were respectively classified into classes V-1 and V-0 according to the criteria described 
above, differing from the cured composite materials and laminate structures of Examples 18 to 26 
containing no fire retardant. which were classified into class HB. 



Examples 60 and 61 



%"^^Qses of curable PPE resins 

Substantially the same procedure as in Example 1 1 was conducted except that PPE-1 was used instead 
of PPE-3. to thereby obtain a propargyi group-substituted PPE-1 having an average substitution degree of 
11 % and a viscosity number (ij sp/c) of 0.63. 
20 On the other hand, substantially the same procedure as in Example 12 was repeated except that PPE-2 
was used instead of PPE-3, to thereby obtain a propargyi group-§ubstituted PPE-2 having an. average 
substitution degree of 6 % and a viscosity number {n sp/c) of 0.43. 



25 Curable fire-retardant composite material 

In Example 60, a fire-retardant composite material was produced in substantially the same manner as in. 
Example 51 using as a reinforcement a glass cloth of 48 g/m^, except that the above-obtained propargyi 
group-substituted PPE-1 was used as a curable PPE instead of an aliyi group-substituted PPE-1 and that 

30 the formulation of a resin composition was changed as shown in Table 10 below. The thus obtained fire- 
retardant composite material had a reinforcement content of 20 % by weight 

In Example 61, another fire-retardant composite material was produced in substantially the same 
manner as in Example 51 except that the above-obtained propargyi group-substituted PPE-2 was used 
instead of the allyl group-substituted PPE-1 and the formulation of a resin composition was changed as 

35 shown in Table 10. and that a quartz cloth of 48 g/m^ was used as a reinforcement Instead of the glass 
cloth of 48 g/m^. The thus obtained fire-retardant composite material had a reinforcement content of 35 % 
by weight 

Each of the fire-retardant composite materials was examined with respect to film-forming properties and 
storage stabiiity in the same manner as in Example 1. Both the composite materials had excellent film- 
40 forming properties and storage stability. 



Cured fire-retardant composite material and laminate structure 

45 12 Sheets of the curable fire-retardant composite material of Example 60 were piled up. The piled 
material was subjected to press-molding by means of a pressing machine under a pressure of 100 I<g/cm2 
while elevating the temperature from room temperature to 240 * C and maintaining 240 " C for 30 minutes, 
and cooled. Thus, a cured fire-retardant composite material was obtained. 

On the other hand, 12 sheets of the curable fire-retardant composite material of Example 61 were piled 

so up. A copper foil having a thickness of 35 urn was disposed on each surface of the piled composite 
material. The resultant piled material was subjected to press-molding by means of a pressing machine 
under a pressure of 70 kg/cm^ while elevating the temperature from" room temperature to 200 * C and 
maintaining 200 ' C for 30 minutes, and cooled. Thus, a laminate structure was obtained. 

The properties of each of the thus obtained cured fire-retardant composite material and laminate 

55 structure were determined in the same manners as described in Examples 1 and 18. Results are shown in 
Table 11, 

Further, each of the cured fire-retardant composite material and the laminate structure was analyzed by 
FT-IR, ^H-NMR and pyrolysis gas chromatography In the same manners as described In Examples 1 to 4 
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and 11 to 14. The cured fire-retardant composite material of Example 60 and the laminate stnjcture of 
Example 61 exhibited the same results as those of the cured PPE resin composition of Examples 1 to 4 
and 11 to 14. 

Smce the above-obtained cured composite material and laminate structure contained a fire retardant, 
5 they exhibited excellent fire retardance. that is. the cured PPE resin composition and the laminate structure 
were respectively classified into classes V-1 and V-0 according to the criteria described above, differing 
from the cured composite materials and laminate structures of Examples 27 to 31 containing no fire 
retardant, which were classified into class HB. 
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Of the cured fire-retardant composite materials and laminate structures prepared in Examples 51 to 61 , 
the laminate structures of Examples 53, 56 and 61 were subjected to measurement of tensile strength at 
break, flexural strength and coefficient, of linear expansion in the same manner as described in Example 18. 
5 Results are shown in Table 12. As apparent fronri Table 12, these laminate structures had excellent 
mechanical strength and dimensional stability. 

Table 12 









Coefficient of linear 
expansion 


Coefficient of linear 
expansion 


(-30'Cto30'C) 


(30'CtD.200'C) 


Tensile 
strength at 
break 


Flexurai 
strength 


Direction of 
X, Y axes 


Direction of 
Z axis 


Direction of 
X, Y axes 


Direction of 
Z axis 


(kg/cm2) 


(kg/cm^) . 


(cnn/cm *C) 


(cm/cm 


(cm/cm *C) 


(cm/cm " C) 


Example 53 


1400 


4200 


15x10-6 


80x10-5 


15x10""^ 


90x1 0-« 


Example 56 


1800 


4500 


15x10-s 


75x1 0-s 


15x10-6 


80x1 0-« 


Example 61 


1500 


4300 


15x10-^ 


80x1 0-s 


15x10-6 


90x10-6 



Example 62 

30 

A copper foil having a thickness of 18 um was disposed on one surface of the curable fire-retardant 
composite material (thickness: about 100 am) obtained in Example 53. and subjected to press-molding 
under a pressure of 70 kg/cm2 at 200 " C for 30 minutes, to thereby cure the curable composite material 
and simultaneously bond the copper foil to the cured composite material. Thus, there was obtained a 
36 lanntnatG structure. The laminate structure had a copper foil-peel strength as high as 1 .2 Kg/cm or more and 
a water absorption as low as 0.1 % or less. Further*, the laminate structure had a flexural strength 
satisfactory for use as a semirigid printed circuit board in the field of electronics. 



40 Examples 63 and 64 



Composite structure 

45 In Example 63, the curable fire-retardant composite material (thickness: about 110 u.m) obtained in 

Example 56 was disposed on one surface of an aluminum plate having a thickness of 1.0 mm, which had 
been subjected to surface treatment, i.e.. abrasion, dfegreaslng and etching. Further, a copper foil having a 
thickness of 35 um was disposed on the surface of the curable fire-retardant composite material, which sur 
face was opposite to the surface facing the aluminum plate. The resultant material comprising the copper 

50 foil, the curable fire-retardant composite material and the aluminum plate was subjected to press-molding 
by a pressing machine under a pressure of 70 kg/cm^ at 200 ' C for 80 minutes, to thereby obtain a 
composite structure. In Example 64, substantially the same procedure as mentioned just above was 
repeated except that the curable fire-r©tard&nt composite material (thickness: about 120 um) obtained in 
Example 60 was used instead of the curable fire-retardant composite material (thickness: about 110 am) 

55 obtained in Example 56, to thereby obtain a composite structure. The thermal resistivity of each of the 
composite structures measured according to the method described in Example 36 was 24 * C/W. On the 
other hand, a laminate structure prepared from the same curable fire-retardant composite material and 
copper foil as described above without using the aluminum plate had a thermal resistivity of 58 * C/W. 
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The above-mentioned results show that the composite structure of the present Invention was excellent 
in heat dissipation. 

5 Examples 65 to 72 



Syntheses of curable PPE resins 

70 Two types of ailyl group-substituted PPE-rs having average substitution degrees of 14 % and 7 %, 
respectively, were prepared in the same manner as In Example 2. The obtained ally! group-substituted 
PPE-1's had viscosity numbers (i? sp/c) of 0.62 and 0.59. respectively, as measured in a 0.5 g/dl chloroform 
solution at 30 * C. 

Further, a propargyl group-substituted PPE-1 having an average substitution degree of 14 % was 
75 prepared in the same manner as in Example 12. The obtained propargyl group-substituted PPE-1 had a 
viscosity number of 0,64 as measured in a 0.5 g/di chloroform solution at 30 " C. 



Curable composite materials 

20 

Using the above-obtained curable PPE resins and various epoxy resins described below, different 
curable composite materials having the formulations shown in Table 13 were produced. As the components, 
the following materials were used. 

Initiator: 

25 2.5-dlmethyl-2,5-di(t-butyiperoxy)hexyne-3 (Perhexyne 25B, manufactured and sold by Nippon Oil & Fats 
Co.. Ltd,, Japan) 
Epoxy resin: 

(1) Bispheno! A glycidyl ether epoxy resin AER331 (manufactured and sold by Asahi Kasei Kogyo 
K.K., Japan; epoxy equivalent: 189), 
30 (2) Low brominated bisphenol A glycidyl ether epoxy resin AER711 (nnanufactured and sold by Asahi 

Kasei Kogyo K.K.. Japan: epoxy equivalent: 485, bromine content: 20 % by weight). 

(3) High brominated bisphenol A glycidyl ether epoxy resin DER542 (manufactured and sold by Dow 
Chemical. U.S.A.; epoxy equivalent: 320. bromine content: 48 % by weight). 

(4) Cresol novolak epoxy resin ECN273 (manufactured and sold by Asahi Kasei Kogyo K.K., Japan; 
35 epoxy equivalent: 220). Curing agent and Accelerator: 

DDM: 4,4 -diaminodiphenyimethane 
2E4MZ: 2-methyl-4-methynmida20le 

PN: phenol novolak (Plyophen LF-5337. OH equivalent: 153, manufactured and sold by Dainippon Ink & 
Chemicals, Inc., Japan) 
40 MPDA: m-phenyienediamine 
BDMA: benzylmethylamine 
2MZ: 2-methylimida20le 
Fire retardant: 

Decabromodiphenyl ether (AFR-1021, manufactured and sold by Asahi Glass Co.. Ltd., Japan) 

45 Auxiliary fire retardant: 

SbsOa (PATOX-M. manufactured and sold by Nihon Seiko. Japan) 

The above-mentioned components were dissolved or dispersed in trichloroethylene according to the 

formulation shown in Table 13 so that the resultant mixture had a viscosity of 60 to 70 cps. A glass cloth 

was dipped in the mixture to impregnate the mixture in the glass cloth, and dried at room temperature for 1 
50 hour and, then, dried in an air oven at 100 * C for 30 minutes. As the glass cloth, a glass cloth of 48 g/m^ 

was used in Examples 66 to 68. 70 and 72. and a glass cloth of 105 g/m^ was used in Examples 65, 69 and 

71. 

The thus obtained curable composite materials had a smooth and nonsticky surface and. therefore, 
were excellent in handling properties. 



Laminate structure 
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6 or 8 Sheets of each of the above-obtained curable composite materia! were piled up. Then, a copper 
foil having a thickness of 35 urr\ was disposed on each surface of the piled material, and subjected to 
press-molding by means of a pressing machine under a pressure of 40 kg/cm^ while elevating the 
temperature from room temperature to 180 *C and maintaining 180 ° C for 2 hours, and cooled. Thus, a 

5 laminate structure having a thickness of about 0.7 mm was obtained. The properties of the laminate 
structure were determined according to the methods described above. The results are shown in Table 14. 

As apparent from Table 14. the laminate staictures of Examples 65 to 68 comprising the epoxy resin in 
an amount larger than the curable PPE resin had excellent low dielectric properties as compared to those of 
the conventional laminate structure comprising an epoxy resin and a copper foil. That is. the laminate 

10 structures of Examples 65 to 68 had a dielectric constant as low as 3.6 to 3.8 and a dielectric dissipation 
factor as low as 0.008 to 0.015, whereas the conventional laminate structure generally had a dielectric 
constant (1 MHz) of 4.1 to 5,0 and a dielectric dissipation factor (1 MHz) as high as more than 0.015 to 
about 0.30. 

On the other hand, the laminate structures of Examples 70 to 72 comprising the curable PPE resin in an 
7S amount larger than the epoxy resin showed excellent flow characteristics at molding the plied materials. 
Therefore, the laminate structures were molded under relatively low molding pressure. Further, the bonding 
strength of the copper foil layer to the resin composition layer of the laminate structure was excellent 
substantially without any decrease in dielectric properties. 

so 



25 



30 



35 



40 



45 



50 



55 



54 

BNSDOCID:<EP 038231 2A2J_> 



EP 0 382 312 A2 







o 

ITS 


o 


U3 


c 

CO 


O 
LO 


LO 


0 

uo 


0 

LO 


Reinforcenrn 


CD 

Q. 
>. 
l- 


CO 

03 O 
03 U 


o 

CO 

ca 


CO j;^ 


CO ^ 
TO O 

o> O 


_o 

CJ 
CO 
CO 

o: 


O 

c 

CO 

iS 


CO 

_cO 2 

CJJ 0 


CO 
CO 
03 




c o ^ ^ 05 u= 45 
E CD (ocL^ — o £~,P 

C*l d ' — ^ O JT) i_ ( — j-S 

^ O O .=i ^tf- _Q <j> 

o o 2^ 


O 




CO 


CM 
CD 


o 


CM 
CD 


CO 


CO 




d 

CO 


O 


o 




00 


CM 


CVJ 


CM 


CO 


Formulation of resin composition (part by weight) 


6 j= 
£ o 

w 

^ 1 * 

CD ^ 

Q ^ 


o 


o 


o 


o 






0 






o 


CO 
CD 

Q 

Q 


CI) 

Ni 

LU 


CD 

N 
UJ 

CVJ 


CO 

Q 
Q 


CO 

<d 

NJ 

ai 

CM 


o 
oa 

a 


c5 

UJ 

CM 


c\i 

UJ 
CM 


CD 
M 

UJ 

CM 


CO 

< 

Q 
CL 


< 

CD 


CD 
M 

CM 


c 

'55 

o 

Q. 

LU 


:z CO. 

O 1^ 
LU ^ 


o 


o 


o 


o 


O 
lO 


O 




0 


CC C\J 
LU 

Q li^ 


o 




o 


C3 


CD 


o 


0 






o 




in 

CO 


CO 


O 


ID 

CO 






cr 

.LU CO 
< ^ 


o 


o 


o 


o 


O 


o 


0 




o 




CO 


cvl 


CM 


OJ 


CM 


CO 
CM 


CO 
CM 


0 

CO 




o 


O 
< 

ID 


o 
< 


o 
< 

to 


< 

o 

CM 


< 
[3. 

o 


0 

2 H 


< 

0 

CM 




CD 

2 CL 

3 CL 

o 


o 


in 
CO 


CO 


to 

CO 


O 
LO 


10 
CD 


CO 


CO 




CO 


Cvl 
CO 

o 


(M 
CD 

d 


CM 
CO 


CM 
CD 
<6 


CM 
CD 
CD 


CM 
CD 
G> 


C33 
lO 

CD 


Tl- 
co 
0 


Curable PPE 


o o ^ 
cn rr ^ 

2 2 CD 




















CO 


15 


lo 


"cO 


"to 


15 


"cO 




CO 

0 








CD 
Q. 

e 

UJ CO 


CD 
CO 

O 

Q. 

E 
ca 

X 

LU 


o 

e 

to 

UJ CO 


03 

E 
CO 

X CO 
UJ CO 


CD 

© 

a 
E 

(0 

id 


0 
. Q 

E 

CO 


CD 

. Q. 

E 

CO 

X T- 

LU 


CM 

0 

Q. 

E 

CO 
X 
LU 


0 



C 
>> 

X 

>« 

g 

O 
Q. 



7 

VO 

cm' 



E 
"5 
in 
cm" 

:0 



55 



BNSDCXJID: <EP. 



.038231 2A2_L> 



EP 0 382 312 A2 



10 



15 



20 



25 



30 



35 



40 



45 



50 



55 



Is.? 
52 ^ 



<D ST 

o x: 

CO o 

£ 2 
^ o 
cd (0 

3:. 



tj "co S 
a> a. o 

2:2 



o 

CN4 



O 
CO 

CO 



2 



Is 



4) . 

O 
C 
CU 
w 

ca 

CD 
Q. 

5- 



<D CO 

5 £ 



O 

3 



CD c: 

CO CD 

s § 

X o 

*i5 a. 

§ § 

£ o 

p c 



o 



CD 
CM 



o 



C3 



o 
d 



CO 

o 



in 
o 
o 

d 



O 

o 
d 



1^ 

CO 



CO 



CO 



CO 



CVJ 
CO 



CO 



CO 



a 



o 



O 
I 

> 



> 



5 



9 
> 



in 

cvi 



CVJ 

cd 



o 



(U 
O) 
C 
CO 

CJ 



CO 

CD 
O 



CO 



Q. 

E 

CO 



CO 
CO 

a. 

e 

X 

LU 



co 

a. 

£ 

lli 



CO 
CO 

a 
£ 

CO 



C33 
CO 



LU 



6 

CO 

i2 



Q. 

E 

CO 



o 
E 

CO 

LU 



(0 

o 

Q- 

o. 

< < 

o 6 

CD 



BNSDCDCID; <EP_ 



_0382312A2_l_> 



EP 0 382 312 A2 



Example 73 



Composite structure 

A trichloroethylene solution having the same composition as that described in Example 66 was 
prepared and subjected to film casting, to thereby obtain a film of a curable PPE resin composition having a 
thickness of about 120 ULm. The film had a smooth and nonsticky surface and, therefore, had excellent 
handling properties. 

The film was dried in an air oven at 130 "C for 10 minutes and disposed on one surface of an 
aluminum plate having a thickness of 1.0 mm which had been subjected to surface treatment, i.e., abrasion, 
degreasing and etching. Then, a copper foil having a thickness of 35 um was disposed on the other surface 
of the film, which surface was opposite to the surface facing the aluminum plate. The resultant material was 
subjected to press-molding by means of a pressing machine under a pressure of 40 kg/cm^ at 180 C for 2 
hours, to thereby obtain a composite structure. The thermal resistivity of the composite structure measured 
according to the method described in Example 36, was 20 *CAA/. The above results show that the 
composite structure was excellent in heat dissipation. 



Example 74 

A copper foil having a thickness of 18 um was disposed on one surface of the curable composite 
material obtained in Example 70, and subjected to press-molding under a pressure of 40 kg/cm^ at 180 ' C 
for 2 hours, to thereby obtain a laminate structure. 

The laminate structure had a copper foil-peel strength as high as 1.2 kg/cm or more and a water 
absorption as low as 0.1 % or less. Further, the laminate structure had high flexura! strength, ensuring that it 
can be suitably used as a semirigid printed circuit board in the field of electronics. 



Example 75 

A trichloroethylene solution having the same composition as that described in Example 72 was 
prepared and subjected to film casting, to thereby obtain a film of a curable PPE resin composition having a 
thickness of about 110 um. The film had a smooth and nonsticky surface and. therefore, had excellent 
handling properties. 

The film was dried in an air oven at 100 * C for 30 minutes. Then, a copper foil having a thickness of 18 
um was disposed on each surface of the film and subjected to press-molding under a pressure of 40' 
kg/cm^ at 180 'C for 2 hours, to thereby obtain a laminate structure. 

The laminate structure had a copper foil-peel strength as high as 1.2 Kg/cm or more and a water 
absorption as low as 0.1 % or less. Further, the laminate structure had high flexural strength, ensuring that it 
can be suitably used as a semirigid board in the field of electronics. 

Claims 

1. A curable polyphenylene ether resin composition comprising: 
(a) 98 to 40 % by weight, based on the total weight of components (a) and (b), of a curable 
polyphenylene ether resin comprising at least one polyphenylene ether represented by the formula: 
Q'fJ-H k (I) 

wherein m is an integer of 1 or 2, J Is a polyplienylene ether chain comprising units of the formula: 
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(II) 



CH^-r4 



wherein R\ R^, and R* each independently represent a hydrogen atom, an aliyi group or a 
propargyl group, at least one of H\ R^, R3, and R* being other than hydrogen, and 
q' represents a hydrogen atom when m is 1 , and Q' in each polyphenylene ether Independently represents 
Q or Q substituted with at least one substituent selected from the group consisting of an allyl group and a 
propargyl group when m is 2. 

where Q is the residue of a bifunctional phenol having 2 phenolic hydroxyl groups and having 
unpolymerizable substituents at the ortho and para positions with respect to the phenolic 
hydroxyl groups, 

with the proviso that each polyphenylene ether chain is the same or different when m is 2 and that said 
units of formula (II) are the same or different, 

said curable polyphenylene ether resin having an average substitution degree of allyl and propargyl groups 
of from 0.1 to 100 % by mole as defined by the formula: 

total number of moles of allyl and propargyl 
groups in the polyphenylene ether resin 

— — X 100(%) 

number of moles of phenyl groups in the 
polyphenylene ether resin 



(b) 2 to 60 % by weight, based on the total weight of components (a) and (b), of at least one 
cyanurate selected from the group consisting of triallyl Isocyanurate and triallyl cyanurate; 

(c) 0 to 50 % by weight based on the total weight of components (a) and (b), of a fire retardant 
selected from the group consisting of a phosphorus-containing fire retardant, a chlorine-containing fire 
retardant and a bromine-containing fire retardant; 

(d) 0 to 50 % by weight, based on the total weight of components (a) and (b), of an antimony- 
containing auxiliary fire retardant; and » 

(e) 0 to 90 % by weight, based on the total weight of components (a), (b), (c). (d) and (e), of a 
reinforcement. 

2. The curable polyphenylene ether resin composition according to claim 1, wherein the amount of each 
of components (c), (d) and (e) is zero. 

3. The curable polyphenylene ether resin composition according to claim 1, wherein the amount of 
component (e) is from 5 to 90 % by weight, based on the total weight of components (a), (b), (c), (d) and 
(e). and the amount of each of components (c) and (d) is zero, 

4. The curable polyphenylene ether resin composition according to claim 1, wherein the amount of 
component (c) is from 1 to 50 % by weight, based on the total weight of components (a) and (b), and the 
amount of component (e) is zero. 

5. The curable polyphenylene ether resin conr)position acoording to claim 1, wherein the amounts of 
components (d) and (e) are, respectively, from 0.1 to 50 % by weight, based on the total weight of 
components (a) and (b), and 5 to 90 % by weight, based on the total weight of components (a), (b), (c), (d) 
and (e), and component (c) is a bromine-containing fire retardant and is present in an amount of from 1 to 
50 % by weight, based on the total weight of components (a) and (b), said bromine-containing fire retardant 
being represented by the formula 
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Br, 

wherein each of p and g independently represents an integer of from 1 to 5 with the proviso that 
4 s p + q ^ 10. 

6. A cured poiyphenylene ether resin composition comprising: 
(a) a chloroform nonextractable poiyphenylene ether resin component; 
(^) a chloroform extractable poiyphenylene ether resin component; 

(c) 0 to 50 % by weight, based on the total weight of components (oc) and (/3). of a fire retardant selected 
from the group consisting of a phosphoats-containing fire retardant. a chlorine-containing tire retardant and 
a bromine-containing fire retardant; ^ 

(d) 0 to 50 % by weight, based on the total weight of components (a) and (^). of an antimony-containing 

auxiliary fire retardant; and . 

(e) 0 to 90 % by weight, based on the total weight of components (a). (^), <c). (d) and (e). of a 

reinforcement; 

said cured poiyphenylene ether resin composition being decomposable by pyrolysis gas chromatography to 
form (1) 2-methy!pheno(. (2) 2,6-dimethylphenol (3) 2.4.dimethylphenol, (4) 2.4.6-trimethylphenol and (5) at 
least one cyanurate selected from the group consisting of triaiiyi isocyanurate and triallyl cyanurate in 
proportions such that said components (1), (2). (3). (4) and (5) satisfy the following formula: 

0.05 S ~ X 100 g 40, 

A + B + C + D 



wherein A, B, C, D and E represent the areas of peaks on a pyrolysis gas chromatogram attributed to said 
components (1). (2). (3), (4) and (5). respectively, said chlorofomn extractable poiyphenylene ether resin 
component being present in an amount of from 0.01 to 10 % by weight, based on the total weight of 
components (a). (c) and (d). as determined from the amount of a chloroform extract obtained by treating 
the cured resin composition witti chloroform at 23 C for 12 hours, 

said chloroform extractable poiyphenylene ether resin component (jS) containing at least one cyanurate 
selected from the group consisting of triaiiyi isocyanurate and triallyl cyanurate and containing units of the 
fonnula: 




wherein H\ R2. and each indepen dently represent a hydrogen atom, an allyl group or a propargyl 
group, at least one of H\ R^, R^ and R"^ being other than hydrogen, 

with the proviso that said units of formula (II) in said chlorofonn extractable poiyphenylene ether resin 
component {^) ore the same or different. 

7. The cured poiyphenylene ether resin composition according to claim 6, wherein the amount of each 

of components (c), (d) and (e) is zero. 

8. The cured polyohenylene ether resin composition according to claim 6, wherein the amount of each 
of components (c), (d) and (e) is'. zero, and the amount of said chloroform e>ctractable poiyphenylene ether 
resin component (/8) is from 0.01 to 5 % by weight, based on the total weight of components («) and (^), 

9. The cured poiyphenylene ether resin composition according to claim 6, wherein the amount of 
component (e) is from 5 to 90 % by weight, based on the total weight of components {«), (^S), (c). (d) and 
(e), and the amount of each of components (c) and (d) is zero. 
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10- The cured polyphenylene ether resin composition according to claim 6, wherein the amount of 
component (e) is from 5 to 90 % by weight, based on the total weight of components (a), (c). (d) and 
(e). the amount of each of components (c) and (d) is zero, and the amount of said chloroform extractable 
polyphenylene ether resin component is from 0.01 to 5 % by weight, based on the total weight of 
5 components (a) and {fi). 

11. The cured polyphenylene ether resin composition according to claim 6, wherein the amount of 
component (c) is from 1 to 50 % by weight, based on the total weight of components (a) and (^), and the 
amount of component (©) Is zero. 

12. The cured polyphenylene ether resin composition according to claim 6. wherein the amounts of 
10 connponents (d) and (e) are. respectively, from 0.1 to 50 % by weight, based on the total weight of 

components {a) and (jS), and 5 to 90 % by weight, based on the total weight of components (a). {/3), (c), (d) 
and (e), and component (c) is a bromine-containing fire retardant and is present in an amount of from 1 to 
50 % by weight, based on the total weight of components (a) and (jS), said bromine-containing fire retardant 
being represented by the formula 

Br Br 

wherein each of p and g independently represents an integer of from 1 to 5 with the proviso that 

4 < p + q < 10. 

13. A laminate structure comprising a primary metallic foil and at least one cured resin composition 
layer disposed on at least one surface of said metallic foil, said cured resin composition being a cured 
polyphenylene ether resin composition according to any on© of claims 6 to 12, with the proviso that when 
the composite structure has at least two cured resin composition layers on at least one surface of said 
metallic substrate, said at least two cured resin composition layers are the^same or different and said at 
least two cured resin composition layers are disposed one upon another, 

14. The laminate structure according to claim 13, having an additional metallic foil layer disposed on the 
outer surface of the cured resin composition layer when the composite structure has one cured resin 
composition layer on at least one surface of said primary metallic foil, or having an additional metaillc foil 
layer disposed on the outer surface of an outermost cured resin composition layer and/or between at least 
one of the cured resin composition layers and a cured resin composition layer adjacent thereto when the 
composite structure has at least two cured resin composition layers on at least one surface of said primary 
metallic foil. 

15. A composite structure comprising a metallic substrate and at least one cured resin composition 
layer disposed on at least one surface of said metallic substrate, said cured resin composition being a 
cured polyphenylene ether resin composition according to any one of claims 6 to 12, with the proviso that 
when the composite structure has at least two cured resin composition layers on at least one surface of said 
metallic substrate, said at least two cured resin composition layers are the same or different and said at 
least two cured resin composition layers are disposed one upon another. 

18. The composite structure according to claim 15, having a metallic foil layer disposed on the outer 
surface of the cured resin composition layer when the composite structure has one cured resin connposition 
layer on at least one surface of said metaillc substrate, or having a metallic foil layer disposed on the outer 
surface of an outermost cured resin composition layer and/or between at least one of the cured resin 
composition layers and a cured resin composition layer adjacent thereto when the composite structure has 
at least two cured resin composition layers on at least one surface of said metallic substrate. 

so 
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@ A curable polyphenylene ether resin composition 
is prepared, which comprises (a) a curable poly- 
phenylene ether resin having at least one group 
selected from the group consisting of an allyl group 
and a propargyl group and (b) at least one 
cyanurate. The resfn composition has excellent stor- 
age stability, film-fornning properties and melt mol- 
dabillty. If desired, a tire retardant, optionally to- 
gether with an antimony-containing auxiliary fire re- 
tardant. and/or a reinforcement is incorporated into 
the resin composition in order to improve the fire 
retardance and mechanical properties of the resin 
composition, respectively. By curing the resin com- 
position, a cured polyphenylene ether resin com- 
position comprising a chloroform nonextractable 
polyphenylene ether resin component and a chlo- 
roform extractable, polyphenylene ether-containing 



component is obtained, which has excellent chemi- 
cal resistance, electrical properties, dimensional sta- 
bility and heat resistance. A laminate or composite 
structure comprising the cured polyphenylene ether 
resin composition and a metallic foil and/or a metal- 
lic substrate provides advantageous mechanical and 
electronic components. 
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